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Stilf another application 
proves the caine of CAR BOF RAX 


T the Ballwood Division of the Midwest Piping and Sup- 
ply Company Inc., they use coke-fired furnaces for 
heating large pipe and flanges to a welding temperature. 

Ordinary fire clay brick in the fuel zone lasted but a week even 
with daily patching. 

They installed ‘“‘Carbofrax*’—the Carborundum Brand 
Silicon Carbide Brick and now they get three month’s life 
with one or two patchings of the front wall during that period. 

Despite the operation under heavy blast, there is no slag- 
ging trouble as previously encountered; and “Carbofrax” 
withstands the severe abrasive effect of the pipe and flanges 
revolving in the coke bed. 


. , sees . ee , TUNE IN THE 
They get cleaner welds with “Carbofrax” linings—there is coimemmmiie ante 


a distinct saving in brick costs—in longer continued furnace mae on hie 
operation—in labor costs. 

Just another case where “Carbofrax” proves its economy. 

Where higher first costs are not to be considered when the 


service rendered more than justifies it. 


“CARBOFRAX” THE SILICON CARBIDE REFRACTORY 


BRICK ° TILE ° MUFFLES ° CEMENTS 
’ 2 AEE I ET a ee 
THE CARBORUNDUM COMPANY = (“omscx") PERTH AMBOY, N. J. 


District Sales Branches: CHICAGO, CLEVELAND, DETROIT, PHILADELPHIA, PITTSBURGH 
Agents: L. F. MeCONNELL, Birmingham, Ala. . PACIFIC ABRASIVE SUPPLY CO., Los Angeles, San Francisco, Seattle » DENVER FIRECLAY CO., El Paso, Texas 
CHRISTY FIREBRICK COMPANY, St. Louis . HARRISON & COMPANY, Salt Lake City, Utah . WILLIAMS AND WILSON, LTD., Montreal-Toronto, Canada 


( ARBORUNOUM ANO CARBOFRAK ARE REGISTERED TRADE MARKS T ARBORUNOUM mPany ) 
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TABOR JAR RAM POWER SQUEEZE 


FLASK oi MACHINE 








The preferred machine for Pipe Fittings, 


Valves and any medium size work requiring a 


mechanical draw to obtain a perfect match. 


FURNISHED EITHER PLAIN SQUEEZE OR 
JAR SQUEEZE—EITHER STRAIN BAR DESIGN 
AS SHOWN ABOVE OR WITH PINTLE POST. 








* 
Core Ra om» Tum Th T A BO MANUFACTURING COMPANY 
ss Founders’ e 6225 TACONY STREET, PHILADELPHIA, PA. 


equipment; Sand 
ast Machinery, 
Cupolas and acces- Western Representatives: 

sories, Ladles, tools, Northern California Southern California 

—_ ae eae PACIFIC GRAPHITE WORKS, Oakland, Cal. SNYDER FOUNDRY SUPPLY CO., Los Angeles, Cal. 
. " 

ontel in ad for 
e **Paxson Line.” : 
Special machines Foreign Representatives: 

designed and built. Great Britain: MACNAB & CO., 150 Holborn, London, E. C. 1., England 
Inquiries welcomed. dustralasia: BENSON BROS., Lid., Sydney, Australia 


Utah District: UTAH FOUNDRY SUPPLY CO., Salt Lake City 








Continental Europe: Giesseri-und Werkzeugmaschinen, G. M. B. H., Frankfurt a. M, Hochst, Schliesefach 
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Removes 
Scrap = = 
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The Royer Combination of Scrap Remover 
and Sand Separator and Blender will, in one 
operation, remove gates, gaggers and other 
foreign material from heap or backing sand 
and deliver clean, thoroughly mixed and 
aerated sand ready for the molders use. 


Being a portable unit no pits or foundations 
are required, the machine being carried to the 
sand instead of carrying the sand a long distance 
to the machine and when not in use may be set 
to one side thus conserving valuable floor space. 


TheROYER 








Prepares 
Sand = = 


. 





Of the most rugged construction through- 
out and operating entirely on non-friction 
bearings, The Royer Combination enables 


weooourrsté vou to obtain a complete sand preparing 


unit of large capacity at a most reasonable 
price and one which will stand up under the most 
severe usage. 


Royer representatives will be pleased to give 
you full details as to just how The Royer 
Combination will save you money. 























BOSTON, MASS.—Alexander Haigh 
CHICAGO, ILL.—Rapp & Hollins 





ROYER PRODUCTS 
RECOMMEND THEMSELVES 





REPRESENTATIVES: 


7001 N. Clark St. 


ROCHESTER, N. Y.—David D. Baxter 
OAKLAND, CALIF.—Pacific Graphite Works 


DAYTON, OHIO—Fenton Foundry Supply Co. 


SEATTLE, WASH.—Western Foundry Sand Co. 


Distributed in Canada by Canadian Foundry Supplies & Equipment, Ltd., Montreal, Que. and Toronto, Ont. 
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LOS ANGELES, CALIF.—Snyder Foundry Supply Co. 
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CCEPTING full re- 
sponsibility under 
its code, approved 

and in effect in Novem- 
ber, the steel castings in- 
dustry has presented for 
approval a workable and a fair plan for adjust- 
ing labor disagreements. As mentioned editori- 
ally in THE FouNpDRy for November, the local 
compliance board scheme with the invitation to 
complaint held out by the postoffice facilities, is 
not tenable. The Administration has shown a 
willingness to permit self governance of indus- 
try under codes, when an industry is ready and 
willing to accept this responsibility. The plan 
presented by the steel castings industry for ad- 
justing labor differences is given elsewhere in 


Asking Governing 


POWER 


this issue. It will meet the requirements of 
many industries and is eminently fair to all 
parties. 
RESSURE of in- 
creasing costs due 


When all to the adjustments 
SUFFER put into effect under the 

various phases of recov- 

ery legislation is bear- 
ing upon all manufactures with increasing 
weight. Foundries that have put into effect the 
higher wage rates under the PRA or codes are 
encountering an increase in labor the 
same time that raw material prices are advanc- 
ing. Those plants not involved in long time con- 
tracts can protect themselves on castings prices. 
exist the danger of 


costs at 


However, where contracts 
immediate and increasing loss is apparent. This 
condition was foreseen. As early as June 16, 
the President stated in connection with his fore- 


cast of recovery policies: 


“It will be a part of this wide industrial co- 
operation for those having the benefit of these 
forward bargains (contracted before the law 
was passed) to take the initiative in revising 
them to absorb some share of the increase in 
their suppliers’ costs, thus raised in the public 
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THE FOUNDRY 


for December 


interest. It is only in such a willing and con- 


siderate spirit, throughout the whole of in- 
dustry, that we can hope to succeed.” 
Foundries that have approached their cus 


tomers to secure an adjustment of prices in most 
cases have met with a fine spirit of co-operation 
In a few instances, judging by the reputation of 
individual buyers, this has been an 
surprise, and prices have been raised as required 
to permit the foundry interests to survive. 


agreeable 


HE effect of any 
failure to make an 
equitable adjust- 

ment is far reaching. Of 

course, the immediate re- 
action is experienced by 
the foundry supplying the castings, when a cus- 
tomer refuses to revise a contract. Next come 
the immediate competitors of such an unfor 
tunate foundry, since their sources can use the 
un-adjusted price to bear down on prices offered 
by the competitor foundries. The virus spreads 
to others and soon an entire price structure of 
a class of castings may be brought down. Where 
then, is the temporary selfish advantage enjoyed 
by the buyer who sticks to his bond and exacts 
his pound of flesh. Recently, a group working 
under a code and supplying a specialty casting 
had brought to its attention the case of a con- 
tract executed in the early fall this year that 
will be below the price level now found neceés- 
Competitors of this foundry which found 
itself in difficulties offered to co-operate in 
bringing to the attention of the the 
disastrous effects of an unyielding stand on the 
letter of the contract. Further, they gave hearty 
assurance that there would be no attempt to 
prempt this business now that difficulty places 
the original source at a disadvantage. The ac- 
tion of all competitors in this case is commend- 
able evidence of a new spirit in business. Such 

a condition and such friendly assistance to a com- 

petitor in trouble would have been beyond imagi- 

nation a few years, or even a few months ago. 


No Time for 
SHYLOCKS 


sary. 


customer 











hig. 1—The aluminum pattern is parted on the center line O 
The upper part is molded in the drag 


ETHODS and equipment adopted for the 
M production of certain castings depend to 

a considerable extent on local conditions. 
In some instances crane facilities arbitrarily 
limit the size of the flask and force the foundry- 
man to form the greater part of the mold in the 
floor, or, divide the mold into several sections. 
In other instances the oven capacity is the lim- 
iting factor. Where core sand is cheap and 
plentiful the economic factor may lead the 
foundryman to construct the mold in great part 
or altogether in dry sand cores. The safety fac- 
tor may induce him to employ 
dry sand extensively in 
preference to green sand where 
large bodies of sand particular- 
ly on the inside of a casting pre- 
sent a certain hazard. Extent 
of an order or probability of 
repeat may justify ex- 
pense for rigging and equip- 
ment that could not be consid- 
ered where only one casting, or 
a limited number of castings is 
required. The initial expense 
readily is absorbed and becomes 
negligible when measured 
against increased _ production 
over a long period. 


cores 


orders 


Consideration of all the fore- 
going features led the Chandler 
& Price Co., Cleveland, to the 
adoption of a four-part flask and 
an all green sand mold for the 
production of the printing press 
base shown in Fig. 1. To avoid 
misunderstanding it should be 
stated that this is an illustra- 
tion of the aluminum pattern 
with the core prints attached. 


tx 
v s 
£ 


Fig. 2 
Fig. 3 


10 


(Above)—Showing 


Mold Press Base 
In Four Part Flask 


By PAT DWYER 


The upper and lower cheek flasks with the half 
patterns in place are shown in Fig. 3, while the 
upper cheek rammed full of sand and with the 
pattern removed is shown in Fig. 6. The four 
parts of the mold are shown in Fig. 

The sequence of operations in forming the 
mold is illustrated in Fig. 4. Two molders work 
on the job, one with each half of the pattern. 
The patterns are fitted on fallow boards and 
registered accurately in relation to a pin guide 
at each end of the flask so that the vertical faces 
of the mold will coincide when one cheek is in- 
verted later and placed under the other. In 


» 


Fig. 4, the lower cheek and drag are shown at 
the 
right. 


cheek and 
assembled 


while 
the 


the left, 
shown at 


upper 
The 


cope are 
mold is 





four parts of the mold with the pattern removed. 
(Below)—Cheek bars are wedged into slots on the inside of the flask 
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shown in the center of that illustration. 

Each flask section is of rigid one piece con 
struction and planed on the joints The cope 
is 10 inches deep, the drag is 7 inches, each cheek 
is 12145 inches and the inside dimensions are 45 
x 50 inches. The press base casting made in this 
flask weighs approximately 700 pounds and the 
two molders make two castings per day 

Bars in the cope and drag are bolted in place, 
but the bars in the cheeks are removable. These 
bars support the green sand in the interior of 
the mold. They are shaken out with each cast 
ing and are reassembled in place as shown in 
Fig. 3 for the succeeding mold The bars are 
cut from steel plate to withstand the hammer 
ing and pounding to which they are subjected 
each time a casting is shaken out An ingeni 





ous method by which the smooth surface of the 
steel plate was changed to one on which the sand 


Fig. 5—The dry sand core at the right serves for a cope 


‘ould secure a grip was adopted by depositing 
small warts a few inches apart all over the sut 
face by a welding torch are withdrawn, the mold openings of these pat 


ticular parts of the pattern extend completely 


"ae . . 2. ° ; >}. ‘ss 
Wedge the Bars in Place through the cheek from top to bottom Later 


. . : ; stl when the s assembled these tint 
Ends of the long bars fit into slots on the in- ill hen the mold is assembled the continu 


, ' us Openings for the vertic: walls of t » cast 
ner faces of the flask sides where thev are held ou penin form th ertical ills of the cas 


ing when the casting lies in the position shown 
in Fig. 1. In this particular instance the pattern 
is shown in an inverted position with the drag 


temporarily in place by wood wedges. The ends 
of the short bars are held in a similar manner 
in slot pieces welded to the long bars. Gaggers 
are employed to support the sand on the mold 
face between the bars in the lower cheek which Stripped down to the bare essentials Fig. 4 
is rolled over twice. Since the upper cheek face is illustrates progressive steps in the construction 
not rolled over, this precaution is not necessary Of the mold. The flask at the left and the flask 
on the mold face side. Each flask section is pro- at the right are filled with sand and rammed con 
vided with a pair of trunnions and all the lifting currently, but to avoid ambiguity it is advisable 
is done by a pair of slings suspended from an to consider each individually in this description 
equalizer beam attached to the crane hook Commencing at the left and reading down in the 
In starting to make the mold the two cheeks Usual manner it is seen that the cheek A first 
are laid down side by side on the fallow boards ‘!S8 rammed and then rolled over to assume the 

supporting the patterns as shown in Fig. 3. The position marked 2 
upper projecting edges of the patterns come ex A rather coarse grade of sand insures maxi 
actly in line with the upper face of the cheek mum permeability, a highly desirable feature 
in each instance. Thus later when the patterns particularly in the interior of the casting 
where a large body of green 


side up 





























; ee : : - sand is almost enclosed 
| > ec t ‘ si : 
r r Fle 2 4 betwee n top, bot om ind side 
LB iL4 2 || walls of metal To provide 
“Tat taal “7 an oie = . : 
| = — {> - . /* free passage for the gas and 
. steam generated during the 
alee tA P een one EI pouring process the sand is 
| p= EDI ELLELED LEE I 3 eee G - , 
4 , a c H liberally vented with a wire 
1 T= R - \S in = <= Horizontal passages are 
| J 2° t ‘een |” isa) y) 
| c g || scratched om the upper sur 
| "I A Air face of the sand in the cheek 
r 2 | Boe me | = D Instead of coal dust the facing 
E : an 
| Ste = qT el ad 1 | cree | sand which covers the pattern 
i 4 } - Ty By] 3] e 4 , . . ‘ 
le i a all ™ ss ~ olf Hil is mixed with a pitch binder 
~ — tBu Law EX r . : . 
3 O / = — = This combination produces a 
| ‘ > 
} clean smooth skin on the face 
ys ° rn * 
e / of the casting The horizon 
if | 4 ; 2 Z Y = YAPPLEELIESIEEIIEL cooel r3 
E A # 8 ee o g 3 Ei tal faces of the mold are cov 
| Boe: ZA Daas ad 1, clCere : lf Ail, - har . the . 
_ qy a & sy eS a ge ered with plumbago in the usu 
t — 4 al manner. 





Hg. 4—Diagram showing successive steps in forming and assembling the mold In the third position the drag 
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Fig. 6—Upper cheek mold showing position of gates and 


runners 


Bis raimmed on top of the cheek A. The drag is 
barred in a similar manner to the cope to hold the 
sand in place when it is lifted off, rolled over and 
placed temporarily on the floor as shown in the 
illustration. The pattern then is withdrawn 
from the cheek, after which the cheek is rolled 
over and placed temporarily on suitable sup- 
ports on the floor as shown at the extreme left 
in Fig. 4. Later it is lifted by the crane and set 
in place as part of the mold assembly. 

While one molder is accomplishing the fore 
going task the second molder is going through 
a somewhat similar procedure with the second 
or upper cheek and cope shown at the right of 
the illustration. The cheek is rolled over as 
shown at 2 and then the cope is placed in posi- 
tion and rammed in the usual manner with pneu- 
matic rammer as shown at 3. The runner and 
gates are shown in the far corner of the cheek 
mold Fig. 6 and in somewhat more detail in 


Fig. 7. 
Metal Poured Through Strainer Cores 


A runner basin on top of the cope delivers met- 
al to the single sprue E which in turn fills the 
channels in the under side of the cope (H in the 
enlarged section Fig. 7) The metal from these 
channels falls through strainer cores K into the 
runners F formed by suitable block patterns in 
the upper face of the cheek. A two branch gate 
on each side of the narrowest part of the mold is 
connected to each of the runners F by the pas- 
sage G. The first metal enters part of the mold 
opening which -extends to the bottom and in that 
way the mold gradually is filled with metal from 
the bottom upward. If the mold was gated at 
almost any other point on the upper joint some 
of the first metal would enter the ribs in the 
upper cheek and congeal there before the metal 
in the remainder of the mold rose to the same 
level. With the present style of gate, fresh hot 
metal enters the mold at the time and place it is 
needed to fill the comparatively thin ribs and flat 
surfaces in that part of the casting formed in 
the upper cheek. A small riser 1% inches in 
diameter is placed on top of each end of the high 


12 


flange which projects upward into the cope. The 
principal function of these risers is to show 
when the mold is filled with metal. 

A bottom gate would introduce the metal 
more quietly into the mold and probably would 
have been adopted had the mold been made in 
dry sand and thus in a position to resist the 
greater pressure of metal introduced in this man 
ner. With all the metal entering through the 
bottom a green sand mold would strain and the 
lower part of the casting would be rougher and 
thicker than anticipated. Where all the metal 
enters at the top, the metal at the bottom solidi 


fies first and therefore is not subjected to the 


full static pressure which would be exerted if al! 
the metal in the mold was in thin liquid condi- 
tion. Leaving theories and suppositions aside 
the present method of gating produces satisfac 
tory castings and that argument is sufficient for 
all practical purposes. 

After the cope D has been lifted off and rolled 
over as shown, the half pattern is withdrawn 
from the cheek C. This cheek is not rolled over 
but remains in the position shown first at 3 and 
then at 4in the group at the right of Fig. 4. The 
aluminum half patterns are highly finished and 
drafted and as a result only a minimum amount 
of hand finishing is required on the mold sec- 
tions. 


Dry Sand Core Set in Base 


Four parts of a mold ready for assembling 
are shown in Fig. 2, lettered for identification as 
in Fig. 4. Merely for illustrative purpose a 
set of dry sand cores for one mold is shown resi- 
ing on the surface of the drag section at the 
right Fig. 2. To begin, the base core R Fig. 1 
is set in a suitable print in the drag. This core 
serves as a sure and solid foundation for the long 
hub core set later. The necessary smaller cores 
then are placed in their respective prints, after 
which the lower cheek A is inverted as 
shown in Fig. 4, (Please turn to page 42) 
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Fig. 7—Plan and section (enlarged) of gates aad runners 
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N. F. A. Urges Revisions of Policy 


Affirms support of NIRA insofar as tt affected 


hours, wages and the conditions of employment 


ARLY, drastic modification of certain pol- 
EK, icies of the government administration pro- 

gram for recovery was proposed in em- 
phatic terms by speakers at the thirty-seventh 
annual convention of the National Founders as- 
sociation held in the Waldorf-Astoria hotel, New 
York, Nov. 15-16. More than 200 members were 
making the gathering of the 
recent 


present, largest 
organization in 

The keynote of the meeting was struck in a 
masterly analysis of administration policies by 
S. Wells Utley, Detroit Steel Castings Co., De- 
troit, and president of the N.F.A. Speaking on 
“The New Deal,’ Mr. Utley stated that the fun- 
damental philosophy underlying the thought of 
those in control of the government may be sum- 
marized briefly as follows: 


years. 


1.—That the depression is the direct fault of 
industry and business, through the maldistribu- 
tion of income and wealth. 

2.—That too large a part of the national in- 
come is invested in wealth-producing capital 
goods, thereby causing an over-production of 
consumer goods, on the one hand, and an insuffi- 
cient purchasing of consumer goods, on the 
other. 

3.—That too much of the national income goes 
to those who have a surplus over the bare cost 
of living, and who can therefore invest it, and 
too little goes to those dependent on wages and 
salaries. 

4.—That too much of the national income goes 
to the industrial workers in the cities, and too 
little goes to the farmers. 

5.—That the way out of this depression is not 
to create more wealth, but rather to redistribute 
what we have, by taking it away from those who 
have been able and thrifty. 


Act Conceived on Erroneous Principles 


While Mr. Utley believes that while everyone 
in industry subscribes wholeheartedly to the de- 
sire to increase employment, to put men back to 
work, and to alleviate the suffering, both mental 
and physical, caused by the depression, the meth- 
od of accomplishing it, as attempted by the Na- 
tional Industrial Recovery act, was conceived on 
erroneous frinciples, neglecting alike the teach- 
ings of history and psychology. The capitalistic 
system, according to Mr. Utley, is not perfect, 
anymore than nature is perfect, or any human 
December, 1933 
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being is perfect, but it is the best 
devised and its shortcomings are infinitely 


than those produced by the socialistic philosophy 


System yet 


less 


The report of commissioner A. E. McClintock 
indicated a strong financial position for the as 
and, notwithstanding continued dull 
small percentage of decline in member 


sociation 
ness, a 
ship. 


Country on Road To Recovery 


Dr. Virgil Jordan, president, National Indus 


trial Conference board, made four suggestions 
which he believes will go a long way toward 
placing this country on the road to recovery 


He believes the administration should cease im 
mediately efforts to raise the price level by de 
liberate depreciation of the exchange value of the 


dollar and announce that it would use othe 
measures to aid in the restoration of the price 
level to the definite point desired. He believes 
the government should announce that unde 
these measures the price level should not be 
permitted to rise higher than this point and 
that on or before Jan. 1, the gold standard 
should be restored at some definite gold value 


for the dollar. 

He also suggested that the administration an- 
nounce that henceforth the main emphasis of its 
program would be placed on speeding recovery 
through private enterprise, particularly in the 
construction and fixed capital investment fields; 
that the blanket code be suspended immediately 
and that the recovery and agricultural admin 
istrations be organized to facilitate prompt ap 
proval of industrial with 
to their wage and hour provisions and of agri 
cultural agreements with respect to price re- 
visions; and that the national labor board be re 
organized so as to make representation of em- 
ployers more adequate. 


codes respect solely 


Gilbert H. Montague, New York, lawyer and 
member of Secretary Roper’s advisory and plan 
ning council’s subcommittee on unfair trade 
practices, discussed code making policies of the 
NRA. Gilbert L. Lacher, managing editor, 
Iron Age, New York, stated that a substantial 
number of strikes and other labor troubles are 
not based on the ques- (Please turn to page 44) 
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Control Sand in Malleable Foundry 


Tests for moisture, permeability and 


bond are taken on the sand every hour 


By CHARLES MORRISON 
Malleable 
General Motors Corp 
AW materials for a malleable foundry hay 
ing continuous molding and sand handling 
equipment, are unloaded from the cars 


traveling crane and 
Bank sand, sharp 


Saginaw Iron Division 


with a bucket and 10-ton 
stored in the building. 
sand, facing sand, burned sand, blast sand, black 


kor im 


sand 


sand, clay and coal are stored in bins 
mediate use, small quantities are stored in hop- 
pers filled by the Hoppers also contain 
sea coal, molding sand and core All 
hoppers are covered with tarpaulins to prevent 
contamination traveling 
weigh lorry 


crane, 
mixtures 


and are serviced by a 
Keep Records of Additions 


mixtures are pre 
The ingredi- 


All molding and core sand 
pared in the sand storage building. 
ents are weighed on the weigh lorry and depos- 
ited in the mixers and mullers. 
molding sand mixtures are weighed on a plat- 
form scale before entering the foundry to keep 
accurate records of additions to the sand system 


fatches of 


of the shops. 

Conditioned 
tanks. Feed 
that one tank is discharging 
filling, thus allowing the 
cool and temper thoroughly. 
the tank to the elevator, from 
charged into a revivifier and thence on to a belt 
which carries it to the flight conveyors. The 
molding hoppers are located beneath the flight 
conveyors the sand spills into them as it 
travels along. The surplus falls into the tail 
spouts and is conveyed by gravity to the shake 


sand is stored in two 100-ton 
tanks is alternated so 
while the other is 
ample time to 
from 


it is dis- 


from these 
sand 
Sand 


passes 


which 


and 


out stations. 

From the 
dumped on to 
the sand from the castings. The latter are loaded 
into buckets and carried to the 
veyor where the gates are removed and the cast- 
ings sorted into boxes. Sprue and sand are dis 
charged into a mill where the 
taken off and screened and the clean sprue is dis 


the molds are 


sereens which 


molding conveyor 


vibrating remove 


knockout con- 


burned sand is 


charged into a box and take to the cupola 
Reciprocators located beneath the shakeout 
screens rake the sand on to the shakeout belt 


The rebonding mixture feeds on to the tail pulley 
of this belt. The sand then is carried up to the 
magnetic pulley and falls on the vibrating 
screens where pellets of iron, core particles, clay 
balls, etc., are removed. From the screens, the 
sand is discharged into the pug mill, when water 
is added through The sea coal 
feeder located at this point spills sea coal mix- 
ture into the pug mill. The reconditioned sand 
then is elevated and dropped into the storage 
tank, and temper 


before 


a series of jets. 


where it is allowed to cool 


use. 


Supervises Storage and Mixtures 


The sand laboratory supervises sand storage, 
core sand mixtures, molding sand and research 
Tests for moisture, permeability and bond are 
taken on the molding sand every hour, or more 
often if Periodic are made on 
raw materials, cores, core batches and molding 
sand. Research is conducted at all times. 

The man in charge of sand must 
closely with the core and molding departments 
proper Although laboratory 
tests show sand and cores within the specified 
limits of control, this does not necessarily imply 
Many condi- 
tions beyond the bounds of test, influence the 
quality of these materials. Intimate knowledge 
of every condition pertaining to the sand system 
is necessary to obtain satisfactory sand. 

Water is added to the dry shakeout sand 
through a series of jets as it falls into the pug 
mill. The water valve is a dial type. A pressure 
regulator capable of holding the pressure within 
| pound is located in the water line ahead of the 
dial type valve on the pug mill. The sand test 
operate this valve. The amount of water 
is determined by hourly tests for moisture, feel 
of the sand, past experience, and judgment of 
conditions in the system including: 

(a) Amount of overflow sand (b) amount of 
shakeout sand (c) turnover of sand (d) temper. 
ature of the sand (e) extent of bridging in the 
storage bins (f) atmospheric conditions. 

The amount of overflow sand is governed by the 


necessary tests 


co-operate 


to obtain control. 


that the cores and sand are good. 


ers 
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amount of sand fed to the flight conveyors in 
excess of that necessary to keep the molding 
hoppers filled. The overflow sand should be 
kept at a minimum, otherwise it clogs the 
reciprocators and screens. This material, nor- 
mally tempered sand, is somewhat wetter than 
the shakeout sand; consequently, the overflow 
should be kept proportionally to the shakeout 
sand. 


Shakeout Sand Requires More Water 


The amount of shakeout sand depends upon 
the rate of production. It will require more 
water than overflow sand. The tester must 
watch the molding rate as well as the amount 
and kind of sand coming from the shakeouts. 
The combination of shakeout and overflow sand 
represents the sand turnover per hour. Changes 
on the water valve are made with a change in 
turnover. 

Temperature of the sand is influenced by the 
rate of production, the extent of bridging in the 
bins, and atmospheric conditions. As produc- 
tion increases, the sand temperature rises. If 
sand bridges in the bins, a smaller amount turns 
over more rapidly and becomes hotter. Sand 
does not cool readily on hot days and hot sand 
requires more water because it dries out faster 
in traveling from the storage bin to the molding 
hoppers. 

All of these factors must be borne in mind by 


hot days or with hot sand, this content may have 
to be increased 

The rebonding mixture is added with a belt 
feeder to the shakeout sand belt The feeder 
equipped with a variable speed reducer and a 
gate becomes quite flexible. This is advisable 
because all the addition sand enters in the re 


bonding mixture. 

Two rebonding materials may be added, bond- 
ing sand or clay. Additions made 
gradually and uniformly to clay 
from balling. A mixture of and 
clay is mulled thoroughly and is 
made as dilute in clay as possible without caus- 
ing an undue sand in the system. 
Regardless of all precautions taken, some of the 
clay will ball and a suitable piece of machinery 
must be used to break up these balls. The re 
vivifier breaks lumps of balls. 


should be 
the 
sand 


prevent 
burnt 
before using 


increase of 


sand and clay 


Several Factors Influence Permeability 


The amount of rebonding mixture fed to the 
system sand is regulated from the tests for com- 
pressive strength taken each hour 
work a sand strength of 4.5 to 5.0 pounds, and 
for light work 5.0 to 5.5 pounds, is maintained 

Sand permeability is influenced by the follow- 
ing factors: . 


For heavy 


Fineness of the core sand, percentage of Clay 
in molding sand, percentage of sea coal in mold- 
ing sand, percentage of moisture in molding 
sand, percentage of dust in molding sand. tem- 





the sand tester. With a good tester it is pos- 
sible to hold the sand within plus or minus 0.1 
per cent of the moisture standard 95 per cent 
of the time. For large work a moisture content 
of 4.8 to 5.2 per cent is carried. For small work 
the content is raised to 5.2 to 5.6 per cent. On 


perature of sand, grain distribution. 

Since all sand additions to the system eventu- 
ally come from the the fineness of the 
core sands more or less governs the permeability 
of the molding sand. (Please turn to page 47) 


cores, 





" . . 
Use Facing Sand #44 | |__| 
| ----- System Sand, Fineness Na&i7 
+ ——5amnk Sand, fineness No. 90’ | 
. . ; 
meteeegen rarageat mepligenteter Xe i + m-—-(ourse Jand fineness Naqi@ | | 


ing the pattern with a small it 
quantity of facing sand is un- j 
desirable in foundries provided 
with adequate sand handling 
equipment and engaged in con- 
tinuous production, The tend- 
ency in shops of this kind is 
toward the use of a 100 per 
cent molding sand. Many con- 
ditions beyond the bound of 
tests influence the quality of 
the various sand mixtures. In- 
timate knowledge of every con- 
dition and constant supervision 
are necessary to insure satis- 
factory results. This article is 
from a paper presented at the / 
Chicago convention of the 1K 
American Foundrymens asso- 0 ‘ 
ciation, June 20-23, 1933. The eve Number 
author is assistant metallurgist, 
Saginaw Malleable Iron Divi- 
sion, General Motors Corp. 
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Fig. 2—Destruction of grain distribu- 
tion of system sand by the use of im- 
proper coarse sand for open cores 


Fig. 1—Improvement in grain distribu- 

ton of system the addition 

of 30 per cent screened burned sand 
of 70 to 100 mesh size 


sand by 
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ig. 1—One of the 
new traffic lights in- 
stalled on Fifth ave- 


— | nue in New York 





N INTERESTING example of the manner in 
A which municipal authorities attempt to 
keep up with the increase and speed of 
vehicular traffic in the streets is seen in the in- 
stallation of a set of traffic lights on Fifth 
avenue, New York, extending from Washington 
Square to Sixtieth street. These lights take the 
place of the bronze towers erected in the center 
of street intersections several years ago and de- 
scribed in the Feb. 15, 1923, issue of THE 
FOUNDRY. 

These towers were beautiful examples of cast- 
ing technique and reflected credit on the designer, 
Joseph H. Freedlander, and on the fabricators, 
John Polachek Bronze & Iron Co., Long Island 
City, N. Y., recently changed to the General 
Bronze Co., same address. However, despite 
their beauty, the towers in time came to be rec- 
ognized as impediments to the dense traffic ever- 
lastingly flowing north and south in this busiest 
section of one of the busiest streets in existence. 
Necessity for their removal and the substitution 
of another type of traffic signal, a type of signal 
that would not occupy any space on the street 
pavement, became more apparent every day. 

The original towers were presented to the city 
by the Fifth Avenue association, made up of 
property owners, merchants, professional men 
and others located in the district bounded by 
Washington and 110th street, south and north, 
and between Lexington and Sixth street, east 


lt 





Cast Signals 
Guide 


New York Traffie 


In the change recently effected, this 
association collaborated with the municipal 
authorities in selection of the design for the new 
traffic light shown in Fig. 1, erected near the 
curb on the sidewalk in front of the New York 
public library. Approximately 60,000 pounds 
of bronze have been cast into the 109 standards 
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Fig. 2—Building entrance which is finished almost entirely 
with aluminum castings 
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specified in the original order for the work. 

Joseph H. Freedlander, designer of the tow- 
ers, also designed the new signals. Each stand- 
ard is 14 feet high including a small figure of 
Mercury on the top. The standards were manu- 
factured by the Reliance Ideal Foundry Co., 
Brooklyn, N. Y. The figures of Mercury, winged 
messenger and therefore appropriate to a posi- 
tion overlooking the track of millions of mes- 
sengers, were supplied by E. Gargani & Sons 
Inc., also located in Brooklyn. 


Nonferrous Ornamental Castings 


Ornamental castings in brass, bronze, alu- 
minum, nickel and monel metal have been in- 
stalled by the Reliance Ideal Foundry Co., in 
many buildings in the New York metropolitan 
irea. The accompanying illustrations show typi- 
cal castings set up in the New York Trust Co. 
building, Fifth avenue and Fifty-seventh street. 
The entrance to the building, shown in Fig. 2, 
is finished entirely in cast aluminum. Attention 
is directed particularly to the elaborate design 
ind construction of the curved doors, and to the 
two aluminum eagles above the doors. 

A curved stairway into the construction of which 
bronze enters extensively is shown in Fig. 3. The 
newel posts and balusters were cast individually, 
vhile the hand rail was cast in sections and after- 
ward cunningly joined so that it is impossible 


to detect the joints. All work of this character 


is connected by inside joints, concealed bolts o1 
rivets, and is highly finished. 
One of the desks erected in the lobby of the 


Fig. 3—A curved stairway in which cast bronze has been 
used extensively 
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hig. 4 (Above)—Castings used in the construction of a desk 
located in a bank lobby. Fig. 5 (Below)—A large cast 
bronze grating 


bank for the convenience of customers is shown 
in Fig. 4 It is made up of a number of alumi 
num castings supporting a glass top with an 
ornamental aluminum center piece containing 
the inkwells, calendar and shaded lamp The 
openings and walls of the teller’s cages shown in 
the background of the same illustration are con 
structed of aluminum castings 

A cast bronze grating 8 x 10 feet shown in Fig 
5 Was cast as a unit from four crucibles poured 
simultaneously into four basins built above the 


cope. Metal from one basin entered the mold 
through an upright sprue, a long runner ex 
tending the full length of the mold at one side 
and a number of branch gates out in the drag 
The other three basins discharged the metal 
from above directly into the mold through a 
number of small pop gates located at the inte! 
sections of the lines marking the squares in the 
design. An opening for a riser was provided at 
each corner. 
basin were stopped until the required amount of 
Then the stoppers 


and the 


Openings in the bottom of each 


metal was poured into them, 
were removed simultaneously metal 


entered the mold, and filled it rapidly 





Producing Small Steel Castings 


Gates must be designed for metal to enter the 


mold cavity with a minimum of agitation 





By RALPH BURKE 


ESIGN of the particular casting, of course. 
D governs the location and type of gate. As 
a general thing and with no other con- 
sideration than that of a clean casting, it is safe 
to say that the metal should enter as near the 
bottom of the casting as possible, so that the 
incoming metal may run against metal in place 
of over sand, with a minimum of disturbance. 
Design and location of gates too often are in- 
fluenced by considerations of first cost in the 
pattern shop or foundry. More often than not, 
a properly designed and located gate requires a 
special gate core. If guided by good judgment, 
the general use of such special gates pays a satis- 
factory dividend. The first consideration in this 
connection should be quality, and the second, 
economy of first cost. Of course bottom gates 
may be made in the mold by the molder, but with 
questionable uniformity, and doubtful cleanli- 
ness. A bottom gate made in the mold cannot 
be inspected, and blowing it out with the air hose 
will not clean it, and is likely to blow loose sand 
out only to deposit it elsewhere in the mold. 
Gates must be designed to allow the metal to 
enter the mold with a minimum of agitation, and 
without a squirt. They should be so propor- 
tioned that it is easy to keep the gate full while 


pouring, without allowing the metai to enter the 
mold with a rush. 


In general, the junction of the gate with the 
casting should be long and narrow in place of 
chunky. This allows a more general distribu- 
tion of heat, lessening the heat attack at any 
one point, and tending to eliminate the spongy 
spot so often seen at that point. Junction of the 
gate to the casting should be well filleted, and 
all corners of the gate itself well rounded. It 
always is easier to make flat-backs, but splitting 
a gate to insure all round corners is justified 
bv results. 


Horn Gate To Be Avoided 


The horn gate offers an inexpensive bottom 
gate. However, to draw a horn gate from the 
sand requires that the inlet at the casting be 
smaller than the opening at the joint of the 
mold. This is the reverse of correct practice. 
giving the metal a squirt. A horn gate is diffi- 
cult to ram properly, especially on a molding 
machine, and its general use is to be avoided 

Figs. 5 and 6 illustrate the principle of cor- 
rect design of the portion of the gate as it enters 
the casting. The general proportions of the gate 
are narrow and long; b is wider than a, and d is 
wider where it joins the casting than at c. 
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big. 5 and 6—Illustrating correct design of gate where it enters the casting. Fig. 7—Setting the core will disturb the 


sharp corners at A and B. Fig. 8—Altering 


the corners slightly will prevent that difficulty 
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In general the metal should pass over as few 
joints as possible, never over a junction of green 
and dry sand. Each joint is a possible source of 
dirt, and it is impossible to set a core in a green 
sand mold without some loosening of the green 
sand. This loosened sand will be picked up 
easily by the metal stream and carried into the 
casting. 

Cover cores are popular in the steel foundry 
It is commonly accepted practice to gate such 
jobs as shown in Fig. 7. 

Setting the core will disturb the sand at 
A and B, and these sharp corners are certain to 
cut and wash into the casting. At little expense 
cover cores may be altered as shown in Fig. 8, 
with infinitely better results. 

Dry or green sand runner cups also are used 
in the steel foundry. A runner cup. properly 














removing this dried wash, the surface of the 
sand is broken, leaving a fragile edge likely to 
wash off into the metal. A radius at B will 
help overcome this. 

The runner cup must be placed so that the 
hole matches the down gate in the cope The 
top of the cope must be smooth and at right 
angles to the down gate to give a good bearing 
for the cup and properly direct the metal stream 
There must be no gap between the cup and the 
cope. If the cup is not centrally located, the 
corner A in Fig. 10, will cut and wash into the 
mold. The top of the down gate ‘n the cope 
should be filleted, as in B, Fig. 10, to help pre- 
vent cutting if the cup is not exactly on center! 
or of exactly the same size as the down gaté 
Cups must be secured to the cope in such a way 
that they will] not lift off or move off center in 
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Fig. 98—Taper on the pouring cup should be gradual to avoid splashing of the metal. Fig. 10—The runner cup most 
be placed so that it matches the down gate of the cope, and the top of the down gate should be filleted. Pig. tt— 
Joint gates in green sand should be parted with the pattern 


made and placed, is satisfactory, but this is 
accomplished so seldom that their use is to be 
avoided, wherever possible. Some foundries go 
to considerable effort in molding and gating to 
get a clean casting, only to offset completely 
these efforts by poor runner cup practice. Some 
foundries even use runner cups over a second 
or third time before considered bad enough to 
throw away. This practice shows an entire lack 
of appreciation of one of the most important 
factors in getting clean castings. 

Wherever runner cups must be used they 
should be made of dry sand, as carefully rammed 
and finished as any core, and should have a 
radius at the opening. The taper of the pouring 
cup should be straight and gradual, to avoid 
splashing if the metal stream is not directly in 
the center of the opening as illustrated in Fig. 9. 

Side A usually rests on the plate when drying. 
The wash runs down the opening onto the plate, 
so that when the dried cup is lifted off the plate, 
a thin film of dried wash closes up the hole. In 
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pouring. This may be done by ramming up a 
frame around the cup as at C, Fig. 10. No paste 
or dough roll should be used between the bottom 
of the cup and the top of the cope, as any meta! 
that might strike the paste or dough is likely to 
blow the cup off the cope, spoiling the pour. 

Since it is a difficult thing to maintain proper 
runner cup practice, it is thought best to elimi 
nate them whenever possible. This may be done 
as in Fig. 12. 

This type of cup eliminates one joint in the 
gate stream, and insures a clean gate of dry 
sand through the cope. The mold may be closed 
before placing the runner core, and the gate at 
the joint covered with paper before closing 
This paper will hold any dirt that might enter 
the gate, and is cleaned easily with a suction 
hose before povring. Such a runner core is bet- 
ter assurance of a solidly rammed gate through 
the cope than usually is found where the down 
gate is made in the mold. The one joint which 
is eliminated in the (Please turn to page 50) 
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Put Code Provisions into Effect 


Resolution affirms belief that operation 


under NRA will be of pronounced value 


OLLOWING the approval of the code of fair 

competition for the steel casting industry 

by the President on November 2, a general 
meeting of the entire industry called for the 
Hotel Sinton, Cincinnati, Nov. 27 and 28, by T. 
Ht. Harvey, president of the Steel Founders’ So 
ciety of America, put into effect the active pro- 
visions embodied in the code. This was the larg- 
est assemblage of steel foundrymen in the his- 
tory of the industry, more than 100 firms preduc- 
ing 85 per cent of the tonnage of the country be- 
ing represented by their executive officers. 

A chronological narrative of the code negoti 
ations was given by President Harvey and Col. 
Merrill G. Baker, executive vice president of the 
society. F. A. Lorenz Jr., American Steel 
foundries, Chicago, then presided in presenting 
in detail each article and section of the code as 
approved and in effect Nov. 13. Mr. Lorenz em- 
phasized the fact that this code is to be admin- 
istered by the industry, that it is the law as ap- 
proved by the industry under U. 8S. government 
regulation 


Wage Increase Is Effected 


In reviewing the labor provisions a roll call 
showed that 100 per cent adherence had been 
given to the wage rate structure established by 
the industry. This has resulted in raising not 
only the minimum pay for common labor pro 
vided in the code, but also has effected a gen 
eral increase in all classes of labor ranging from 
10 to 30 per cent, throughout the industry. 

The administration of the code is under direc 
tion of the board of directors of the Steel Found- 
ers’ society composed of district representatives 
from the eight geographical divisions of the 
country as follows: Clarence Tolan, Jr., Dodge 
Steel Co., Philadelphia; Keith Williams, Pratt 
& Letchworth Co., Buffalo; W. J. Glover, Glover 
Machine Co. Works, Marietta, Ga.; D. C. Bake 
well, Duquesne Steel Foundry division, Conti- 
nental Roll & Steel Foundry Co., Pittsburgh: 
E. L. Brooks, Sawbrook Steel Castings Co., Cin- 
cinnati; F. A. Lorenz Jr., American Steel Found 
ries, Chicago; A. O. Woerner, Scullin Steel Co., 
St. Louis; R. E. Noack, Monarch Foundry & En- 
gineering Corp., Ltd., Stockton, Cal. In addi- 


tion to the board the executive officers are T 
H. Harvey, president; Col. Merrill G. Baker, 
executive vice president; and R. L. Collier, secre- 
tary. 

A detailed plan for the fair adjudication of 
complaints within the industry was discussed and 
approved. Labor complaints will be referred 
for investigation to a joint committee composed 
of an equal number of employes and employers 
with an impartial chairman designated specifi- 
cally to serve upon each complaint as it is pre- 
sented. 
tees, a panel of one working employe chosen by 
the men and an alternate and one employer and 
an alternate from each plant will be provided in 
the offices of the society. Similarly, complaint 
between members of the industry will be in- 
vestigated by an impartial committee composed 
of employers designated from such a panel. 

Interpretation was given to various provisions 
of the code. Notably, the fair practice section 
defining terms as net 30 days was interpreted 
to mean °0 days after the month in which 
the castings are shipped, while the ‘'» per 
cent discount available to customers within ten 
days of shipment covers payment by mail post- 
marked within the 10-day period, invoices to 
bear the date of shipment 


To provide personnel for these commit- 


Discuss Open Price Provisions 


The steel foundry industry has available in 
its code an open price provision which was dis 
cussed in detail. The sections carrying this pro- 
vision are as follows: 

Article VII—Sec. 2—-If the agency of any 
subdivision or product classification, formed 
in accordance with the provisions of Sec. 1 of 
this Article, so decides, each member of the 
industry manufacturing products falling with- 
in such subdivision or product classification 
shall, within 10 days after notice of such de- 
termination, file with the agency a price list 
prepared by such member of the industry, 
showing its current prices and the agency 
shall immediately send copies thereof to all 
members of the industry engaged in the manu- 
facture of such specified product. Revised 
price lists may be filed from time to time 
thereafter with the agency by any such mem- 
ber of the industry to (Please turn to page 52) 
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Individual Co-operation Necessary 


Feeling of responsibility on part of workers 


is umportant factor in foundry housekeeping 


By E. O. JONES 
National Founders Association 


HEN the foundry industry was con 

fronted with the accusation that it har- 

bored a potential health hazard, it im- 
mediately took steps to study the problem, with 
the object of eliciting all the facts and determin- 
ing upon a course of procedure to eliminate the 
‘ausation. This study has been under way in 
some localities for some time, but its procedure 
presents many difficult problems. 

The foundry industry is spread widely over 
the United States, and the compensation laws 
are not uniform and vary to a large degree in 
their scope of provisions. Only ten states at 
present cover occupational diseases in a general 
way and in some of these states, the law still 
provides fertile ground for dispute due to the 
Some occupational diseases 
Others are of 


vording of the act. 
occur as quickly as an accident. 
gradual onset and are of slow development 
Members of the medical profession are con- 
fronted continually with new 
‘erning our health and it usually takes some 
time before sufficient experience is gained to 
qualify one for an expression of authoritative 
opinion. In many localities it is only quite re 
cently that the medical profession has been con- 
fronted with our problem 


problems con- 


Substantiating Evidence Lacking 


ft is also of interest to note that in states 
where they do not have an occupational disease 
act, or where the disease in question is not 
specified, that it has developed a more serious 
medico-legal aspect. Examination of old em- 
ployes and pre-examination of new employes, in 
many instances, discloses a surprising lack of 
evidence to support or substantiate that we are 
harboring a health hazard in proportion to the 
suits which are being brought against the mem 
bers of the industry. 

The mechanical control of dust at its source 
is not our only problem, nor does the accomplish- 
ment of such control depend entirely upon large 
expenditures of money. We know from experi- 
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ence that gradually human ingenuity will pro 
vide ways and means to solve this problem 

But let us digress from the subject for a 
minute to consider the amount of dust we as 
individuals create. Take the molder for in 
stance who goes to his bench at the start of his 
day’s work. He reaches for his air hose, and 
starts the day by removing, with its force, every 
thing he can from his equipment In close 
proximity to his bench, or on the window sill in 
front of him, you will usually find a varied col 
lection of relics. He will usually wet down his 
sand pile, but seldom his floor or gangway. 
When he is through with his shift he usually 
grabs the air hose and with it proceeds to take 
a compressed air bath. 

And we have the foundry laborer—he has 
many menial tasks to perform. When he sweeps 
or uses a shovel he seems to be of the opinion 
that his efforts are judged by the atmosphere he 
creates. If he does sprinkle the floor it is usu- 
ally done very sparingly 


Kmploye Shows Lack of Interest 


Shake out men and crane men seemingly give 
little attention to the results of their thought- 
Grab buckets are usually lifted to the 
Many com- 


lessness. 
limit of their lift and then dumped 
panies have furnished equipment such as posi- 
tive pressure helmets and respirators to em 
ployes who work in an extremely dusty atmos 
phere. But it is surprising to note the apparent 
lack of interest on the part of the employe for 
whose protection this equipment is furnished 

From these remarks some may say “Why 
shift the responsibility?’’ Not a bit We have 
merely cited these few facts as an indication 
that possibly we can improve the supervision on 
the part of those who are employed to direct and 
lead. If we make every man responsible for 
the cleanliness of the vicinity in which he works 
and every foreman responsible for his depart- 
ment, and then in turn make the superintendent 
answer for the cleanliness of his shop, we will 
not have to worry about the increase in labor 
cost which possibly some have been thinking 
about. After dust gets into the atmosphere, it 
is of course very diffi- (Please turn to Page 59) 
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Steel Founders Code Approved 


Applicable to every steel casting producer 


regardless of other industrial affiliations 


ODE of tair competition of the steel casting 
industry, as prepared by the Steel Found- 
ers’ Society of America, was signed by the 

President on Noy. 2, 1933, and according to its 
terms became effective on the first Monday after 
the fourth day following the date on which the 
code was approved, or on Noy. 13. The Steel 
Founders’ society presented their code to the Ad- 
ministration on Aug, 23 and the public hearing 
was held on Sept. 7. The code as originally pre- 
sented was published in the September issue of 
THE FOUNDRY. Since several important changes 
have been made in the original draft, the code 
with description of wage districts, minimum 
rates of pay for general labor and list of unfair 
trade practices again is presented. The approved 
code is as follows: 


Article 1—Purpose 


To effectuate the policies of Title 1 of the National Industria 
Recovery act, the following provisions are submitted as a code 
of fair competition for the steel casting industry and upoi 
approval by the President shall be the standard of fair com 
petition for this industry 


Article 11—Detinitions 
The terms used in this code and in any schedule attached 
hereto are defined as follows: 

Sec. 1. The term “the United States” means and includes 
all of the territory subject to the jurisdiction of the United 
States of America 

Sec, 2. The term “The President” means the President of 
the United States of America. 

Sec. 3. The term “the Industry” means and includes the 
business of producing and or selling steel castings in the 
United States, except as produced and/or sold as a part of the 
products, including finished and semifinished parts thereof, of 
an owning or an affiliated company but not sold in the oper 
market as castings in competition with similar castings pro 
duced by other members of the industry: provided however 
that the industry, as herein defined, does not include the 
business of producine and/or selling castings containing i 
excess of 16 per cent of nickel and or chromium, and provided 
further that Sections 1 and 5 of Article V, VIT and XIII 
of this code shall not be applicable with respect to the prod 
ucts of the industry sold for use outside of the United States 


The industry embraces two main groups of castings which are 
commonly known in the trade as “Miscellaneous Castings” 
and “Specialties.’ 

Sr 4. The term “affiliated company means a company 


whose relations to another company are such that either one 
has. directly or indirectly, a substantial stock interest in the 


that a third company has, directly or indirectly 


other, o 


substantial stock interest in both: provided, however, that ir 
the event of a dispute or disagreement regardin the term 
“affiliated company” as used in this code, such dispute or dis 


agreement shall be referred for decision to an arbitration con 
mittee, elected or appointed by a fair method of selectior 


Should anv member of the industry desire to appeal from 


the decision of said arbitration committee, such member mays 
appeal direct to the Administrator, whose decision in the mat 
ter shall be final 

Sec. 5. The term “Miscellaneous Castings” means that grouy 
of steel castings commonly known in the trade under that 
name and produced by foundries to the order of the buyers 
from the buyers’ designs, patterns, and specifications, suct 
castings usually being sold in the rough 

Sec. 6. The term “Specialties” means that group of cast stee 
products Commonly known in the trade under that name an 
primarily designed and engineered by the foundry companies 
producing them, produced from patterns and or other produc 
tion equipment belonging to the producer, and sold as finishes 
or semifinished devices or parts thereof 

Sec. 7. The term “a member of the Industry” means and 
cludes any person, firm, association, corporation, organizatior 
or other unit, of any kind or description, and without limita 
tion to the foregoing, engaged in business in the industry 

Sec. & The term “the Society” means Steel Founders’ S« 
ciety of America 

Sec. % The term “Board of Directors” means the board of 
directors of the society 

Sec. 10. The term “the National Industrial Recovery Act 
means the National Industrial Recovery act as approved by 
the President, June 16, 1933. 

Sec. 11. The term “Administrator 
appointed by the President to administer Title I of the N: 


means the Administrator 


tional Industrial Recovery act, and at the time in office, 

Sec. 12. The term “Administration” means the agency estat 
lished pursuant to the provisions of Section 2 of Title I of the 
National Industrial Recovery act 

Sec. 138. The term “emplovee” as used herein includes anyone 
engaged in the industry in any capacity, receiving compe! 
sation for his services, irrespective of the method of paymer 


of such compensation 
Article Ill—Scope 


Sere 1. Articles I to XII inclusive of this code shall appir 
to the industry; in view, however, of the divergent produc- 
ing and selling methods applying to the two main groups ¢ 
castings. namely. miscellaneous castings and specialties, sey 
arate provisions are set forth covering the unfair trade prac 
tices of each group 

Sec. 2. This code shall be applicable with respect to ever 
member of the industry, regardless of whether any such men 
ber of the industry is also engaged in any other industry 


provided, however, that this code shall apply to and affect 


only that part of the business of each such member as relates 
to the industry 
Article IV—Participation 
Sec. 1. Any member of the industry may become a “party to 


the agreement” by filing with the society a letter in the form 
provided, in which such party to the agreement is referred 
to in the singular as “a participant under said code” and by 
undertaking to bear its fair share of the expenses and re- 
ponsibilities in connection with the preparation and admin- 
stration of this code, either as a member of the society or b) 
indertaking to pay to the society the equivalent of the dues 
would pay as a member of the society. The signing of such 


etter as is referred to herein shall not constitute the signer 
partner of any other signer or signers Any member of 
he industry may also become a member of the society 

Sec. 2. Any member of the industry subject to the jurisdi 
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Questions and Answers 


Covering tmportant problems found in 


all phases of modern foundry practice 


oto department includes problems relating 
to metallurgical, melting and molding prac- 
tice encountered in making castings. Questions 
addressed to the Editor of The Foundry will be 
answered by members of the editorial staff, sup- 
plemented where occasion requires by the fol- 
lowing advisory staff: Steel, John Howe Hall; 
Malleable, H. A. Schwartz; Gray Iron, John W. 
Bolton; Nonferrous, N. K. B. Patch 


Add Aluminum to Mixture 
For Making Cast Bronze Quoits 


Will you kindly advise a proper mixture in bronze 
for quoits. We have encountered considerable troubl: 
in making such castings in that they are too hard and 
either chip or break, or too soft and become deformed 
very quickly. 


We know of no standard alloy for the pro- 
duction of bronze quoits. Cost enters as a major 
factor, since it is a question of what the trade 
will pay rather than what is the best alloy suited 
for the purpose. An aluminum bronze casting 
suggests itself as ideal, since it could be heat 
treated to give any desired hardness without los- 
ing sufficient elasticity to become too brittle 
for the service. However, many foundries are 
not conversant with the proper casting of that 
alloy, are even less acquainted with the method 
of heat treating and are not equipped to do the 
heat treating. 

It would seem probable that an alloy such 
as 88 per cent copper, 10 per cent tin, 2 per cent 
zinc would give a satisfactory casting for such 
service, particularly if it were heated to a red 
heat after taking from the mold and allowed to 
cool slowly; for instance, in an oven or buried 
in a heat insulating material, such as kieselguhr. 
This would anneal this alloy so as to reduce 
brittleness and thus eliminate the danger of easy 
fracture when in service. 

We believe that many such alloys are made 
in the yellow brasses, such as 70 per cent cop- 
per, 30 per cent zinc, or even 65 per cent cop- 
per, 35 per cent zine. In such castings the pres- 
ence of a small amount of aluminum would add 
materially to the ease of casting and since the 
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castings are not going to be subjected to water 
pressure the danger of leak is not to be consid- 
ered, The addition of from 0.10 to 0.15 per cent 
of aluminum would aid in making the castings 
and give a much better looking product. If 
either of these two alloys were found to be too 
soft, the addition of 1 to 1% per cent of tin 
would tend to harden them without increasing 
foundry difficulties. 


Hazards Are Present 
In Making Phosphor Copper 


Can you supply us with any information on making 
15 per cent phosphor-copper? We desire to use stick 
phosphorus of the U. S. P. (U. S. Pharmacopia) grads 


While undoubtedly you have your reasons for 
desiring to make your own phosphor-copper, it 
indicates a return to the old days when foundry- 
men were compelled to do that work because 
phosphor-copper was not commercially avail- 
able. To be frank, it seems to be carrying coals 
to Newcastle since excellent phosphor-coppe1 
may be obtained from a number of reputable 
sources. 

Incidentally, your attention is called to the 
fact that there is an element of danger con- 
nected with the manufacture of phosphor-copper 
both with regard to a fire and burn hazard, and 
health hazard from poisonous fumes. You men- 
tion that you are going to use stick phosphorus, 
which presumably means the yellow stick va- 
riety. The red variety is not so dangerous to 
use, and naturally its use is preferable. 

Yellow phosphorus will ignite in contact with 
the air while red will not. Hence, the former 
must be kept under water. In the use of yellow 
phosphorus, it is recommended that it be placed 
in a solution of copper sulphate which gives it 
a thin copper coating. Attention also is called 
to the explosion hazard of trying to introduce 
wet or damp stick phosphorus into molten metal. 

After the sticks have received the copper coat- 
ing, they are removed from the sulphate solu- 
tion, rapidly dried by placing them on blotting 
paper, then inserted in a phosphorizer, and in- 
troduced into the metal—allowing a few mo- 
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ments over the hot surface of the bath to be 
sure that moisture is eliminated. The interval 
must not be too long or the phosphorus will take 
fire. The phosphorizer is a graphite tube which 
may be purchased from any of the crucible 
makers. The phosphorizer and its contents must 
be plunged to the bottom of the molten metal 
and moved around so that the phosphorus will 
be incorporated properly. 


Suggests Advisability of 
Making Casting in Two Sections 


We are making a combustion chamber for warn 
air heater, 38% inches high 19% inches diameter at 
the bottom tapering to 12 inches diameter at the top 
The upper part is surrounded by radial vanes tape! 
ing from 3 to 6 inches and about 2 inches apart at 
the junction with the main body Is the design prac 
tical from a foundry standpoint and if not what change 

Would a plain gray iron, silicon 
about 2 per cent be satisfactory for working tempera 
tures about 1100 degrees Fahr.? 


would you suggest 


With elaborate pattern and flask equipment 
and with close and expert control over the sand 
and iron, the casting may be produced satisfac- 
torily. However, we are inclined to the opinion 
that your firm will save money by making the 
casting in two parts, divided approximately at 
the center line or at the bottom of the vanes. A 
one-piece casting is highly desirable from the 
service view point. Also it means a saving of 
time in the assembling department, an impor- 
tant item if the castings are to be produced in 
great quantities. Opposed to this advantage is 
the heavy initial expense of fitting up patterns 
and flasks, and the greatly increased hazard in 
volved in molding and pouring the casting as a 
unit. 

Ordinary gray iron with a silicon content o! 
approximately 2 per cent is employed extensive- 
ly in hot air furnace plants and always has 
served satisfactorily. The foregoing merely is 
a brief and direct answer to your inquiry. The 
entire subject may be viewed from many angles 
and presents so much debatable material that it 
can be settled satisfactorily only by extended 
discussion in a plant council made up of the 
heads of the production and operating depart- 
ments. 


Heat Iron Inserts Just 


Before Mold Is Closed and Poured 


We have an order for several aluminum castings to 
be used in a vulcanizing machine. The castings are 
4 inches thick and 30 inches high. One base is 36 
inches long and the casting tapers equally to the other 
base which is 18 inches long A *,-inch iron pipe 
with a number of bends is to be cast-in the block. 
What is the most practical way to make the casting? 


The easiest way to make the casting is to mold 
it on the flat with the cavity completely in the 
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drag covered with a plain flat cope The ends 
of the iron pipe will be anchored in a cavity left 
by long core prints on the pattern, and the up 
per part of that cavity is filled with green sand 
after the pipe is placed in position. The pip: 
loop will have to be anchored by chaplets of the 
proper height to hold it in the proper position 
and it is suggested that you use clean pieces of 
aluminum rod or wire !.-inch in diameter. The 
iron pipe loop must be perfectly clean 
ably sandblasted, so that the metal will lis 
against it. It also should not be left in the mold 
any length of time before pouring 

It is suggested that the pipe be warmed to 
the point where it just can be handled comfort 
ably; then placed in position; the mold closed 
and poured at Another kink that is 
claimed to be employed successfully in casting-in 
iron inserts in aluminum alloys is to spray the 
inserts with aluminum, using a metallizing spray 
gun. You need not worry about the aluminum 
cutting into the iron pipe during pouring as the 
difference in melting temperature is too great 


prefer 


once, 


Steel Tire Molds Are Made 
In Green Sand which Is Skin Dried 


Can you tell me whether the steel castings used i: 
the automobile industry for forming the tires are cast 


in green or dry sand molds? 


The mold shown in the accompanying illustra 
tion is typical of the manner in which these cast 
ings are made in a wide variety of sizes and 
weights. The mold is made from a full pattern 
in green sand enclosed in an iron or steel flask 
provided at one point on the circumference with 
a pocket for the sprue. The gate from this sprue 
is cut tangentially as shown to direct the metal 


es 





Sh: ¥ 


The mold is lightly skin dried and gated tangentially at 
the rim, to direct the metal in a manner to encounter the 
least opposition 








in &@ manner to encounter the least 
outer rim of the 
mold i coated with silica 
vash and skin dried with a torch 
rhe remainder of the drag surface 

not treated but aequires a certain 


Opposition The 
lightly 


imount of air drying before the mold 


closed Sand in the mold has a 
vwermeability of 504 The face of the 


‘in dried over a wood fire 


cope 1 
ind two large risers are placed dia 
metrically Opposite each other on top 


thie esasting 
Pulley Casting 
Takes Too Much Metal 


We are enclosil sketch of a 
pulley 9 feet in diameter, 30-inch 


face, 114-ineh thickness of metal, 
vith six arms and a hub 10 inches 
in diameter and feet high. In 
nolding this casting the outside of 
the rim was formed by eight dry 
and core segments The metal 
entered the mold through pop 


rites on the hub l’eeding risers 


ilso were placed on the hub and 


it six points on the rim imme 
liately above the junction of the 
irm with the rim Four 1000 


pound charges of iron were placed 
in the cupola to pour this casting 
ultimately weighed 3300 
The metal rose quietly in 
Later as the casting 
total of 
360 pounds of iron was fed into 
the risers from hand ladles. Upon 
cleaning the casting, a thin fin was 
found at the junction of each pair 
of outside cores The first cut in 
the machine shop showed stips of 
small blow holes across the face 
of the casting immediately under 
it area occupied by the fins. The 
were made from a _ good 
gerade of core sand bonded with 
pure linseed oil in a 1 to 35 ratio 
We shall appreciate your opinion 
on the cause of these blowholes 
which were sufficient to condemn 
the casting 


which 
pound 
the risers. 
commenced to shrink a 


cores 


Several features in this inquiry are 
30 extraordinary that we hesitate to 
offer an opinion In the first place a 
pulley of the dimensions shown in 
the sketch would weigh approxi- 
mately 5000 pounds with runner bas 
in, gates and risers Therefore we 
are at a loss to understand how you 
expected to pour ft from four 1000 
pound charges, and still more at a 
loss to understand how the ultimate 
weight was only 3300 pounds after 
you had poured 360 pounds of feed 
ing iron down the risers 

Ignoring this feature for the mo 
ment 
the sketch may not be accurate—it 
is apparent that your core material 
and mold construction are responsi 
ble for the strips of bubbles in the 
metal at the mold joints Briefly 
the metal fin shut off the escape of 
the gas through the ends of the cores 
and set up a brief boiling action in 


possibly the figures shown on 
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the vicinity With cores of max 
imum permeability this would not 
oceur, therefore we are reduced to 
the assumption that your core sand 
mixture is only moderately per 
meable, satisfactory under a majority 
quite per 
meable enough for a position, where 


Ooi: conditions, but not 


Dimensions given and actual weights 
do not agree 


for example, the core 
metal on two sides 
The obvious remedy is to use a 
mixture, or, pro 
the vent to escea 
Your 
360 pounds of 


more open sand 
vide passages for 
through the back of the cores 


statement that you fed 


iron into the easting through the 
risers, IS prima race evidence ti 
the mold was not sufficiently rigid 


The walls either on the inside or the 
outside yielded under the pressure of 
the metal In a casting similar to 


that shown in the sketch, practically 


uniform cross section of metal, no 
feeding should be required on the 
rim, and 5 or 10 pounds should be 


sufficient on the hub The natural 
place to look for a strain would be 
on the outside, but since you state 
that only a thin fin was found be 
tween the ends of the outside cores, 
we are forced to the assumption that 
the inside wall yielded, or that the 
arms were swollen entirely out of 
shape 


Balanced Blast 


Is British Development 


What is meant by the term 
balanced blast when applied to 
cupola operation? 


The so-called balanced blast cupo 
la was designed by J. E. Fletcher, 
consultant to the British Cast Iron 
Research association British and 
foreign patent rights are controlled 
by that association Briefly it may 
be said that Mr. Fletcher believed 
that a reducing atmosphere was vital 
to the efficiency of cupola practice 
He started out with the idea that the 
air control should restrict the air 
supply to the lower part of the coke 
oed, so as to limit the amount of 
free air or oxygen of the gases in 
this zone to the lowest practical 
point, while maintaining the op 
timum carbon monoxide content. To 
complete the combustion of the CO 
fcrmed just above the lower tuyeres, 
further rows of auxiliary tuveres were 
added at heights sufficient to convert 
cOke carbon at these levels to car 


bon dioxide The tuyere arrange 


ment of the balanced blast cupola 
eonsists of a lower row of main 
tuveres and valves and two or more 


rews of auxiliary small tuyeres all 
wind belt The 
main tuyeres are controlled by fine 


fed from the same 


djustable screw valves The auxili 
iry tuyeres also are adjustable. The 
entire arrangement it is claimed 
permits maximum elasticity of oper 

tion and close control For a given 


air supply pressure, throttling of the 
main tuyere valves results in a slight 
increase of pressure in the wind belt 
nd consequently the passage of more 
ee air through the upper tuyeres 
Through this balanced blast condi 


tion the entire cupola area is effec 
tive 

If your studies have not covered 
the subject you may be interested to 
learn that this balanced blast idea 

the latest development in a long 
ine of experiments dating back prac 
tically to the first cupola built about 
100 years ago. Cupola men are in 
‘terate experimenters and have tried 
ny ingenious methods and forms 
cupola 
operation The idea of utilizing mul 


tiple tuyeres has been tried repeated 


of construction to improve 


y. Forty years ago an old time foun 
dry foreman named Truesdale tried 
it in Cincinnati, O., and published his 
experience in the Molder’s 
In Europe, Greiner, Erpf 
and Poumay constructed cupolas de 
signed to multiple 
tuyere American cupola 
builders provided double 
tuyeres on their cupolas and sup 
plied slides or shutters by which the 
air might be reduced or shut off at 
any of the tuyeres In practically 
every instance the foundryman shut 
off the upper row of tuyeres and 
never tried to manipulate the shut 


Journal 


Steward 


operate on 
system 


rows of 


ters on the lower tuyeres For a 
comprehensive presentation of the 
many factors effecting the operation 
of the cupola we suggest you secur‘ 
a copy of the book “Melting Iron ir 
the Cupola” by J. E. Hurst, which 
may be purchased through THe 
FOUNDRY 


Melt Steel Scrap 
To Pour Balance Weights 


We are contemplating the 
manufacture of a number of 
counterbalance weights and want 
to use as much steel scrap as pos 
sible in the charge Castings are 
not machined 


If you can buy and melt steel scray 
in your district at a lower cost than 
other material then steel scrap up to 
100 per cent may be used satisfactorily 
for the weights if these castings are 
sufficiently large. The metal will be 
white and brittle and therefore will 
break easily in thin castings, or ever 
in fairly heavy castings if subjected 
to rough usage 
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Viewing Foundry Developments 




















solid, steel 


O PRODUCE dense 
castings, and reduce feeding 
difficulties, one foundry firm 
process placed 


employs a centrifugal 
after the 


in operation immediately 
castings are poured. It consists of a 
large motor driven table on which 
the molds are placed with the gate 
sides forming the inner portion. The 
molds are filled rapidly by several 
pourers, and then rotation of the 
table is begun. Speed is approximately 
50 revolutions and the time 5 or 6 


minutes 


An aluminum alloy for pistons has 
been patented which contains 2 to 4 
per cent nickel, 5 to 8 per cent cop 
per, 5 to 8 per cent silicon, and 77 to 
88 per cent aluminum with the addi 
tion of titanium, molybdenum, man- 
ganese, chromium, tungsten or iron 
from 0.01 to 1.0 per cent 


. . . 


Some of the Ford V-8 engines are 
now equipped with a cast alloy iron 
crankshaft, but this is not yet stand- 
ard equipment. 


° ° . 


_paponigpeyesrgeet having difficulties 
with high lead bearing alloys may 
be interested to know that several 
compositions of that type of alloy are 
available in ingot form which the 
maker claims are homogeneous, and 
free from lead sweat. To demonstrate 
the latter phase, the ingot 
places a bushing made from the alloy 
in a steel holder in a lathe and ro 
tates one against the other until the 
enough to 


produce! 


steel holder becomes hot 
melt solder. The bushing is removed 


and thrown into cold water without 


any ill effects or lead sweat resulting 


° . . 


A recent patent obtained for the 
manufacture of cast iron safety treads 
faced with abrasive material includes 
the use of a comparatively low melt- 
ing compound which is applied to the 
mold face, a layer of abrasive, and 
another layer of the low melting 
compound. The mold is arranged so 
1933 
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At Short Range 


that the molten metal flows across 
the upper layer mentioned. The low 
inelting substance may be aluminum 
chloride, potassium alum, chrome 
potassium alum, ammonium sesqui- 
carbonate, sodium tetraborate, or 
borax. 


A process for oxidizing and coloring 
aluminum and its alloys consists of a 
two stage treatment. The first is an 
electro chemical oxidizing treatment 
producing a hard finish which is said 
to be nontarnishing, noncorrodable 
and nonporous, and which also can 
be used as the base for the desired 
finish. The second stage of the treat 
ment is an immersion in the coloring 
bath which penetrates the hardened, 
oxidized surface to provide a perma 
nent coating 


. . . 


Tests have shown that in general 
the running qualities of an alloy of 
85 per cent copper, 5 per cent tin, 5 
per cent lead and 5 per cent zinc, are 
improved by small additions of sul- 
phur and iron 


+ . . 
In testing an alloy containing 85 
per cent copper, 5 per cent tin, 5 per 
cent lead and 5 per cent zinc, it was 
found that the best results for the 
physical properties studied were ob- 
tained on test bars poured at 2100 
degrees Fahr 


Abrasive rubbing bricks manipu 
lated by hand are used effectively for 
cleaning and smoothing large castings 
preparatory to painting where a port- 
able grinding machine of suitable type 
is not available, or where the produc- 
tion does not warrant the installation 
The bricks are available in different 
sizes and shapes. A common size is 
2x 3 x 6 inches. Silicon carbide abra 
sive bricks 20 or 24 grit and grade 
or R usually are employed for gray 
iron castings. Aluminum oxide abra 
sive bricks in the same grade and 
grit range are best suited for steel 
and malleable iron castings. Bakelite 
bonded aluminum oxide 
sticks shaped like half round files and 
reinforced wire cente 
are claimed to be more economical 


abrasive 
with a_ steel 


and equally effective as the steel files 


usually employed for removing 
sand cores from castings 


burnt 


* . ° 


Furnace glaze or a vitrified coating 
refractory 
walls of heating furnaces rhe prod- 
between 1200 
and 2800 degrees Fahr. and does not 


has been developed for 


uct fuses progressively 


refuse or run much at higher tem 


peratures 


> . . 

bomen castings may be given an 

alloyed surface coating high in 
chromium by placing powdered fer- 
rochromium on the surface of the 
mold, to be taken up by the incom- 
ing metal. Such may be 
used for elevated temperature serv 
ice and for wear resistant applica 


castings 


tions 
. 7 . 


Pure coppers have considerably 
higher resistance to embrittlement, in 


their oxidized condition, than do com 








mercial coppers, at temperatures be 
low 800 degrees Cent. At 800 degrees 
and above, embrittlement is rapid. 


+ . + 
A nickel-chromium alloy pot for 
case hardening steel gears which is 
finding a wider use has an open core 
in the center which allows improved 
heat circulation and is claimed to 
provide more uniform heating than a 
solid pot 

. . . 

A new aluminum alloy with a spe 
cific gravity of from 2.63 to 2.59, com- 
pared with 2.7 for aluminum, has been 
introduced in Germany. The alloy is 
said to possess considerable strength 
a high resistance to seawater, and is 
nontarnishable It consists of alum 
inum with an admixture of 5 to 15 per 
7 


cent Magnesium and sma proportions 


ot manganese 








en of Industry 


Whose Activities Are Making Foundry History 


“iiomMas W 
Pangborn 


PANGBORN, president, 
Corp., Hagerstown, 
Md., was elected president of 
the National Founders association at 
the recent convention held in New 


York 

Born in Brooklyn, N. Y., in 1880 
he spent his early childhood in Min 
nesota and returned to New York at 


the age of 17, when he received his 





Thomas W. Pangborn 


first experience in foundry activity 
In 1900 he beeame a salesman fo 
Hendricks Bros., New York, 
in metal and continued with that o1 
until 1904 
founded the Pangborn Corp. at Hagers 


deals 


ganization when he 


town 


Mr. Pangborn has served as a di 
rector of the American Foundry 
men's association, is a director and 
past president of the Foundry 


Equipment Manufacturers associa 
tion, a member of the American So 
ciety of Mechanical Engineers, and 
during the war was county di-‘ector 
of the Maryland State fnel Adminis 
tration and later of the Maryland 
reconstruction advisory board, In 
1951 he was made head of the larg 
est bank in Hagerstown and late! 
was elected president of the Cleat 
ing House association to co-ordinate 
the activities of the five banks in 
the city He is a director of the 


Equitable Trust Co., the Maryland 


Virginia Joint Stock Land bank, boti 
of Baltimore, the Liberty Mutual In 
surance Co., Boston, and is president 
of the Washington County Manufac 


turers association 


elected 
Toledo 


succeeding his father, James C sure 


Reeve C. Burr has been 
president, Burt Foundry Co., 


ho died Sept. 26 
> 3 > 
prominently 


Par JORDAN 


for many years with foundries ii 
the New England territory has bee 
appointed superintendent of the ne 


gray iron foundry of the Independ 


ent Loek Co Fitchburg NIass 
w Y w 
Warten W Prout, tormerly it 
charge of the Tulsa, Okla., office ol 


Lufkin Foundry & Machine Co., Lut 


kin, Texas, has been appointed as 
sistant | President W. C. Trout ot 
Lufkin. He is succeeded in Tulsa by) 
I) A. Reid 

7. Ye & 


Frep O. Smiru, viee president, Vul 
Works, Wilkes-Barre Pa.. 


has been made director of sales of that 


can Tro 
companys Mr. Smith began work witl 


the company as an apprentice and 


worked his way through various de 
partment fo his present executive po 


Sitio? 


Mark P. Outsen, Cedar Grove, Wis., 
who was connected with the Brillion 
lron Works, Cedar Grove, previous to 
1929, and now is president and gen 
eral manager, Schwab Furnace & Mfg 
Co., Cedar Grove, has been elected gen 
eral manager of the Brillion Pulver 
izer Co... successor to the Brillion Tron 
Works 


Frep H. CLAUSEN, president the Val 
Brunt Mfg Co., Horicon, Wis., a 
subsidiary of Deere & Co., was elected 
vice president of the National Found 
ers’ association at the recent New 
York meeting. Mr. Clausen was 
born at Fox Lake, Wis., Oct. 22 
1875 and was graduated from th: 
University of Wisconsin in 1899. In 


identified 


July of that year he became col 
nected with the Van Brunt company 
serving first in the col ection depart 
ment, then in the sales department 
When the company was acquired by 
Deere & Co. in 1911, he was made 
factory manager, and in 1919 was 
elevated to the presidency He alse 
is a director of Deere & Co 

Mr. Clausen is a former presiden 





Clausen 


Wisconsil 


sociation, is now a director of the 


of the Manufacturers 


chamber of commerce of the United 
States, president of the board of 
regents of the University of Wiscor 
sin. Madison, Wis., and director ot 


code activities of the tarm equipment 


industry 


Orro president \gricol: 
Gadsden, Ala 

president of the 
HuGH 


Sloss-Sheffield 


AGRICOLA, 
Stove & Foundry Co., 
has been elected 
Alabama Employers association 
Morrow, 
Steel & Iron Co., 
president 


president, 
Birmingham, wil 


serve as vice 
— «= =» 
vw — vw 


HAM VOND, I) es'dent 


THOMAS SS 


Whiting Cor] Harvey, Ill ind chief 


ot the Recovery Administration Trade 


Association division, submitted his 


resignation to National Recovery Ad 
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ministrator Hugh S. Johnson on Noy 
30. General Hammond joined the Ad 
ministration to become executive di 
rector of the President’s re-employ 
ment program, and following the con 
clusion of that campaign was asked to 
remain in charge of the development 
of a plan designed to strengthen trade 
associations for etlicient and effective 
operation in self-government of indus 
try 


- o ~ 
- — +S 


ky. B. Hazen, president, Brass Found 
ry Co., Peoria, Ill., recently was elect 
ed president of the Neighborhood 


House association of that city 
or La ov 
> + = 


Ricttarp J SPTOCKHAM, secretary, 
Stockham Pipe & Fittings Co., Bir 
mingham, Ala., has been elected presi 
dent of the Birmingham Junior cham 


ber of commerce 
eS 3 & 


Ek. F. Cone, New York, 


the Philadelphia Foundrymen’s asso 


addressed 
ciation on Nov. 8 on “Present Trends 
in Foundry Metallurgy, Ferrous and 
Nonferrous.’ 


(. H. Paunt, Mackintosh Hemphill 
Co., Pittsburgh, is now secretary and 
treasurer of the Pittsburgh Foundry 
Pittsburgh re 
Brandt in that office 


men’s association, 
placing W. J 
Other officers continue unchanged as 
of the election in May of 1933 


—- _ | 


FRANK A. Treen, formerly general 
superintendent, York Foundry & Ma 
chine Co., York, Pa., now is connected 
with the Belle City Malleable Iron Co., 
Racine, Wis. Mr. Truel also has been 
Municipal 
Inc., Milwaukee; Neenah Foundry Co., 


superintendent Foundries 


Neenah, Wis., and Lakeside Foundry 
Co... Milwaukee 

- on ~~ 

> > FS 


H. W. Dirererr, U. S. Radiator Corp 
and the H. W Detroit, 
contributed the annual exchange pape 


Dietert Co., 


of the American Foundrymen’s asso 
clation presented at the meeting of the 
Association Technique de Fonderie, 
held in Paris Dec. 1 and 2. The pape 
covers data on an Investigation otf 
effects of various methods of ramming 


on the properties of sand in the mold 


JouN McKenzire recently accepted a 
position as efliciency engineer’ with 
Works, Franklin, 
Tenn. Mr. McKenzie was foundry su 
perintendent, J. & W. Jolly, Ine.. Hol 
voke, Mass., from 1909 to 1918. He 
then was superintendent, Warren Pipe 
& Foundry Co., Phillipsburg, N. J.; 
foundry superintendent, Weil-McLean 


the Dortch Stove 
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Co., Michigan City, Ind., and general 
superintendent, Central Radiator Co., 
Lansdale, Pa. From 1926 to 1953 he 
was efliciency engineer, Tabor Mfg 
Co., Philadelphia 


Malleable Group 
To Continue Activities 


Enthusiastic approval of the work 
of the Malleable Iron Research insti 
tute and the unanimous consent to the 
continuation of the activities of that 
organization featured the meeting ot 
institute members held at the Hotel 
Cleveland, Cleveland, on Nov. 16. E 
KE. Griest, Chicago Railway Equipment 
Co., Chicage, and president of the in 
stitute, presided 

Approval was given to the budget 
set up by the board. Since the annual 
meeting of the organization usually is 
held in December, it was decided to 
postpone the annual meeting for 1933 
until a more convenient time, as de 
termined by the board, and the pres 
ent officer will continue to serve until 
fhat meeting 

Enrique Touceda, consultant for the 
institute, presented a brief report of 


the technical work of the group 


Show Progress 
In Lighting Methods 


The program for the meeting of 
the Detroit Foundrymen’s associa 
tion held Thursday evening, Nov 
16, at the Savoyvard club, Detroit 
was conducted by A. D. Shanks and 
D. O. Dice, and included a full reel 
talkie on “‘New Methods in Manu 
Kleetric 
Lamps” and also “Demonstrations of 
Modern Lamps and Lighting Met! 


facturing Incandescent 


ods.’ The meeting was in charge ot 
Harry 


Detroit, vice president of the asso 


Rayner, Dodge Bros., Ine 


ciation 


Reports on Production 


The American Iron & Steel institute 
350 Fifth avenue, New York, recently 
has published in book form its Annual 
Statist‘cal Report for 1932. The re 
port contains a wide variety of sta 
tistical data on iron and steel produc 
tion, and includes under one heading 
the production figures for pig iron 
ind ferroalloys from 1905 to 1932. In 
the section devoted to steel ingots and 
castings, data is given on total pro 
duction since 1887; on the production 
of steel castings by the various pro 
cesses since 1920; on the production 
of all kinds of steel ingots and cast 
ings by states since 1928, and on alloy 


steel ingots and castings 


Pittsburgh Group 
Hears Talk on Steel 


“Acid vs. Basic Open-Hearth Stee 
for Castings was the subject of a 
talk by Martin Baker, metallurgica 
engineer, Pittsburgh Steel Found 
Co., Glassport, Pa before the regu 
lar monthly meeting of the Pitts 
burgh Foundrymen’s association held 


at the Ft. Pitt hotel, Pittsburgh, Novy 


0 
The program committee also at 
ranged the showing of a film of the 
United States Bureau of Mines en 
titled ‘“‘Building of Steel Auto Bodi« 
in the Plant of the Budd Mfg. Co 
Philadelphia 

The annual Christmas party of thie 
hotel will be held at the Fort Pitt 
hotel, Monday evening, Dee. 18 


Test Soy Bean Oi§l 


As Foundry Core Binder 


\ series ol tests illustrated by 
ibles and charts on the economic ad 
vantages of Ss0Oy bean oil is i core 
binder are described by F. G. Seting 
nd M FEF. Surls in Bulletin No 4 
ecently issued by the Engineering Fx 
periment station, Michi n State col 
lege, Lansing, Mich Comparative 
tests were conducted witli w linseed 
oil and sev bean oil to determine the 
bakin time and temperature eqiuired 
for maximum strenetl \nothe oup 
ot tests to determine the amount ofl 
water included tests 0 eel con 
pression strength, permeability 
tensile strenzth. The amount of wate 
varied trom © to 6 per cent \ thi 
series of tests deter her the elect 
of different proportions of o Vith an 
A.F.A Standard core ned o7 e¢ 
compression strengztl ermeability 
nd tensile strength \ final te 
conducted in a toundry inde produc 
on cecondition to note tive behavior 
of the cores unde! ervice onditiol 
The data indicate that maximun 
strenxeth of the cores bonded vith oy 
bean oil was obtained t i baking 
temperature of 450 degree Fal Thy 
baking time must be accurately cor 
trolled. Small variations in either di 
ection from the optimum cause eut 
ioss In strength However, for large 
cores it was found that a bakin tem 
perature of 400 degrees i the most 
utisfactory The tensile streneth of 
linseed oil cores averaged 14.3 pounds 
highe per square incl thar the 
streneth of cores bonded wit! ov be 
oil The ereer strenxzt! j | tly 
highe with the soy eu oil ile 
the permeability is about the same it 
both When allowed to remair the 
mold for 5 hours the lo of strenet! 
of cores bonded wit! ePithe oll 4 
about the same, abou ) e cent 
The builetin is listed eent ne 
is Obtainable on request fror the Di 
rector, Enc'neeri Exp nt 


tion, East Lansing, Micl 
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9 ‘ ‘ charging the charge should be kept 

Reader s Comment 4 or 5 feet below the charging door 
to permit proper distribution 

To prolong the life of the melting 


Interesting communications zone lining, water cooled bosh plates 


similar to those in blast furnaces 


. mm have been tried However, further 

from readers of / he h oundry experiment seems necessary. Pos 
sibly the thin removable, water 

. , j ; , ‘oole heat resisting walls as foun 
Eeprror's NOTE Vaterial Ap the volume of alr required to op cooled, heat resi u ull ; cou d 

, " . S I "hie rs oO 
pearing Under this Head Does erate a cupola properly In many in the combustion ¢h — ? % 
Vot Necessarily Reflect — the nstances the writers failed to take water tube boilers fired with pow 
Opinion of Thr Founpry or 9 info account the actual reactions in dered coal might oe . oe 
Its Editors } 16 to 18 inches thick reduces the 


the cupola and the loss from leak : : 
probability of burning the cupola 


, ell, but increases the repair cost 
ry . Actual conditions in the melting h ’ 
W el the Risers , tl } ; Fire brick transmits heat slowly 
zOne either have been ignored or not a 
With a thick lining the heat is held 


age in the blast pipe and tuyeres 


'o THe Eprrors comprehended fully This raises the temperature of the 
Having read with considerable in Where a definite volume of air is inside face of the lining and natural 

terest the articles in recent issues of ielivered to a cupola, the melting lv it fuses rapidly 

Tue Founpry entitled Cast Steel in zone definitely and clearly will be Record of ain cupola melting 8 

Europe and America commenting on located and the position will not hours per day for several years on 

the paper of Capt. Louis Shane re his vary from day to day If the bed is a 7-ineh lining and low maintenance 

inspection trip to western European too deep, melting will not begin cost indicates that the more rapid 

steel foundries, the writer offers the until the bed has burned down to dissipation of heat through the 7 

following comment on Major Bull's the proper height If a double or inch lining effects a saving of labor 

remarks on the use of water dumped splitter charge of coke is placed be and materials and that thin linings 

over risers in a French steel found tween iron charges, melting will are reasonably safe 

ry This practice quite current on cease temporarily until the coke has Crement A. Harpy 

the continent of Europe does not burned down to the proper point. If Foundry Engineer 

aim to chill the risers which would the cupola is filled with coke to the 1600 West 50th St. 

be nonsensical The object is to charging door, it simply becomes a Chicago 

transform the hard baked sand be gas producer and will not melt iron 

tween the riser and the casting into until all the excess coke has burned 

an easy yielding mass which will down to the melting zone 

facilitate contraction The method Oxygen passing through the bed (ears on Machines 


is applied particularly where riser- 
taper from the exposed top to where 


coke converts the carbon to CO and 


a portion to CO,. In passing through lo THE EprrorRs 


they ane angenen to the casting It the coke the CO, may pick up car Your article on gear molding ma 
os gp appraneate waged + avepe bon and revert to CO Consequent chines in the October issue was very 
eaaue pl pac top ogpery ao y the gas a Se iron is pre interesting, and the methods of pro 
the head becoming detached from ponderantly CoO rhe blow pipe ducing a spur gear are given clearly, 
ie enetinn wailer cestions enntons flame required to melt iron cannot and in detail, the photographs and 
tion stresses when the metal in the oe precuces o agp wet Wake aeeenes _ aang gene sno alvin 
riser having fulfilled its function of the voids in the iron charge are of the articte — = . oe 
feeding the casting, has reached a reached can there be complete con ly small number of foundries, special 
pasty condition version of CO to CO, with the re machines have been installed for the 
; sulting high temperature Conse production of gear wheel molds.’ 
J. DESCHAMPS quently the blast must carry an ex This statement is correct, and I often 
Jcint Managing Director cess of oxygen through the bed wondered why these machines were 
aryn 4 any st6 charge to fully convert the CO and not used a great deal more since they 
LAOETER, GINS also must carry a further excess in are not new I have made gears on 
ihe gases to ignite the following them over 25 years ago, and the 
coke charges Free and rapid melt machines then bore the marks of 
ing and good iron at the spout de service to the extent that I could 
More Air Needed pend upon the proper balance’ of not suggest how far back they go 
these factors A characteristic CO Probably if foundrymen were more 
ro THE Eprrors flame above the charge definitely in familiar with the variety of gears, 
Theoretically a definite weight of dicates either insufficient blast and the quality that can be produced 
oxygen is needed to consume the charging doors that are too low, or from these machines, the gear mold 
coke in the cupola.charge and pro both. ing machines would receive a lot of 
duce the necessary high tempera Old time foundrymen worked out consideration, and I am sure more 
ture, but in practice an extra amount an empirical rule “One pound of of them would be put into use, 
must be provided, otherwise the ecu coke will melt 10 pounds of iron In addition to spur gears these 
pola will act sluggishly and deliver and requires 150 cubie feet of air.”’ machines can produce’ shrouded 
dull iron Many writers have pre This means 39.000 eubie feet of air gears, worm gears, helical tooth 
sented accurate computations show per ton of melted iron and is a fair gears, bevel gears, in fact any type 
ing the B.t.u. content of coke, the lv safe rule to follow Coke ratios of gear that is usually molded from 
mount of oxygen required, the naturally vary with different cond! a pattern in the foundry Also there 
oxygen content of air at various tem tions For example more coke is re is a portable gear train mechanism 
peratures and pressures; average quired where steel forms part of that can be attached to the spindle 
analysis and temperature of stack the charge Low charging floors in arm for making large gears, or other 
gases, latent heat of the iron charge crease coke consumption. Large cu segment work in pits 
and the percentage of moisture in polas should have a charging depth Apart from the accuracy and qual 
air and coke From these data vari of 24 to 27 feet and smaller cupolas itv of the castings produced from 
ous conclusions have been drawn on 19 te 20 feet With mechanical (Concluded on page 32) 
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improves the heat resistance of cast iron 


GLASS and ingot molds, lead and annealing pots, chills and other cast-iron forms, all offer 
opportunity to prove Molybdenum’s heat-resisting qualities. 

Glass molds, for particular example: To produce a long-lived true mold—to prevent 
undue “growth,” distortion or softening—the iron must possess strong resistance to 
repeated “heat impact.”” Refinement of grain (density) and of graphite is necessary to 
produce a good molding-surface finish. 

Molybdenum added to cast iron improves all these needed qualities. Not only is the 
first cost surprisingly low, but the savings effected through greater molding speed and 
accuracy, fewer rejects and longer mold life are inestimable. Further, Molybdenum greatly 
increases fatigue strength—to say nothing of increased tensile and transverse strengths. 

The modern Climax laboratories in Detroit are at your disposal, including free engi- 
neering and experimental services. Write for complete information and booklet entitled 


‘Molybdenum in Cast Tron.”* Climax Molybdenum Co., 295 Madison Ave., New York City. 


“1320-lyb-den-um 


19. 31 
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(Concluded from page 30) 
year molding machines, they ar 
economical on special and short or 
der gears, as pattern work required 
for gears on these machines repre 


sents less than 10 per cent of the 


costs of making a full pattern. Ds 
liveries also are speeded because of 
the small amount of pattern work 
needed 

WILLIAM “TITHERINGTON 
Battle Creek, Mich 


Change Needed 


fo tHe Eprrors: 

Some one of these days business 
is going to pick up and foundries 
will be bidding against each other 
for experienced help with not enoug! 
to go around. For some time I have 
been wondering just what induce 
ments the foundrymen think they 
have to offer a young man. 

For 17 years | have been con 
nected with the trade in various 
capacities, and while I have worked 
and visited in some shops that were 
inviting and a credit to the indus 
try, they were but few in contrast 
to the number that were actually 
repulsive 
a In the majority of foundries, little 
attention is given to sanitary con- 
ditions in wash rooms and toilets, 
and in many shops sanitary lockers 
and wash rooms are conspicuous by 
their absence. 

Unless compelled by law and rigid 
inspection, few foundries even equip 
their grinding wheels with exhaust 
fans, choosing to save a few dollars 
and exposing the worker to a dan 
gerous health hazard. 

It seems that in most foundries, 
the management thinks that gaggers 
and clamps are perishable commodi- 
ties, or perhaps articles of great 
value and highly prized by molders 
ind others who would be likely to 
earry them home. Why a shop will 
try to save money and increase pro 
duction by skimping on gaggers is 
a problem in economics that has not 
been explained to my satisfaction 

In some shops where steel gag 
gers are used, they are all thrown 
into a pile, the long ones and the 
short ones, ete., and you may help 
vourself, many gaggers being un 
necessarily handled dozens of times 
in the search for a definite size. A 
high school boy could see the logie 


of employing a part time student to 


perform such jobs as sortiv-g gag 
vers, clamps core rods, etec., but 
these mechanical engineers who 


ean't make a go of their profession 


metallurgists patternmakers, sons 
law and what have vou who seem 

to get In as foremen and sSuperin 
dents can't see anything but “eut 
e price’ and drive the men 


Foundry managers favor steel 
vaegers because they don't break 


challenge anyone to defend a steel 


gagger when in the shape of a pret 
zel. I have never worked in a found 
ry that used steel gaggers that even 
made a pretense at culling out the 
bent ones, let alone straighten them 
out. I am strong for cast iron gag 
gers. When they break they are 
done. 

With so many shops on a piece 
rate basis, it is surprising to note 
how little attention is given to 
working conditions. Sand improp 
erly conditioned, equipment obsolete, 
or in need of repair, poorly fin‘shed 
patterns, jobs placed on production 
with no cores ready, are but a few 
of the details too often neglected by 
the non-mechanie foreman. 

I could cite many cases like the 
foregoing and draw them from some 
of the larger shops in this area, 
shops casting 49 to 50 tons a day. 

It is not my purpose to offer de 
structive criticism but rather to 
point out some of the minor causes 
of dissatisfaction among molders that 
cause them to discourage any intel 
ligent youth who may think of tak 
ing up the trade; and urge that 
steps be taken to make the trade 
more attractive. 

Dave McLain says, “A man can 
learn a lot about melting by stand- 
ing on his own charging platform.” 
I say that a foundry owner or man 
ager can learn a whole lot by stick 
ing around the shop and getting in 
early when the men go to work. 
Then they are likely to see some 
thing. 

Unless there is a general change in 
shop conditions I think there is go 
ing to be trouble ahead. It pays to 
have intelligent workers but you 
can't get them by brow beating 
Conditions must change. 

Yours for more respect for the 
trade 

Wm. Lewis Topp 
South Gate, Calif 


Now °Tis Paid 


A letter written by Robert C. Hop 
kins, Alliance Brass & Bronze Co., Al 
liance, O., and presented in this de 
partment of the November issue of 
Tur Founpry under the heading "Tis 
Paid, inadvertentiy was credited to 
another with the same family name 
THe Founpry offers its apologies to 
both gentlemen 

THe Eprrors 


Book Review 

Procedure Ha lhoolk ) Lie Weldwne 
Desion and Pr *, imitation leather, 
134 pages 6 x 4 nehes, published by 
the Lincoln Electric Co., Cleveland, 
and supplied by Tim Founpry, Cleve 
land, for $1.50 plus 15 cents postage 
and in Europe by the Penton Publish- 
ng Co., Ltd., Caxton House, West 
minster, London 


Latest information on both design 


and procedure for are welding is 
contained in this volume. The book 
is divided into eight principal sec 
tions or parts, each dealing with 
a phase of are welding. The sections 
covered are as follows: Methods 
and equipment; technique of weld- 
ing; procedure, speeds and costs; 
structures and properties of weld 
metal; weldability of metals; design 
ing for are welded steel construction 
of machinery; design for are welded 
fabrication of steel structures; typi 
cal application of are welding in 
manufacturing, construction and 
maintenance. 

From the foundry standpoint, the 
work probably does not go into the 
detail which might be desired. In 
formation is given on the weldabil 
ity of various alloy steels, cast iron, 
cast steel, malleable iron, brass, 
bronze and aluminum. The foundry 
man also will be interested in the 
part devoted to a discussion of the 
advantages put forth for welded 
construction 


Is Nominated 
For President of A. S. 8. T. 


W. H. Phillips, vice president, 
Molybdenum Corp. ot America, 
Pittsburgh, was nominated for the 
1934 president of the American So 
ciety for Steel Treating at the fif 
teenth annual convention of that so 
ciety held in Detroit recently. B. F. 
Shepherd, Ingersoll-Rand Co., Phil 
lipsburg, N. J. was nominated for 
vice president 


Group Elects Officers 


New officers of the Washington 
Foundrymen’s club, Seattle, are as 
follows: president, R. E. Eckberg, 
Morel Foundry Corp., Seattle; sec 
retary, Edward C. Guston, 3716 
Graceson street, Seattle The elub 
meets the second and fourth Tues 
days of each month at the Exeter 
hotel, Eighth avenue and Seneca 
street, Seattle 


Structure of Steel 


A study entitled “Strueture of Car 
on Steel at Elevated Temperatures 


and Under Reduced Pressure b 
H. E. Publow ad T. D. Parker re 
cently has been published by t 


Michigan Engineering 
station of the Michigan State College 
of Agriculture and Applied Sciences 
Fast Lansing, Mich. The publication 
may be purchased from the statior 


Experiment 


for 25 eents 
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oe | WHEELABRATOR 


a Seed The Most Practical 





Abrasive Cleaning Method 


Facts are proving daily that the 
Airless WHEELABRATOR is the 
most practical and most econ- 
omical method of cleaning cast- 
ings. There are actual installa- 
tions operating on annealed and 
unannealed malleable. miscella- 
neous grey iron castings. forgings 
= and springs. various automobile 
parts, steel tubes, sheets and 
billets. It does the cleaning job 
faster, better and so economically 
thatin most foundry applications 
the cost is lower than that of 
tumbling. 





Complete details will be gladly 





sent or upon request a represen- 





tative will call without obliga- 





The American Foundry Equipment Co. 


500 Byrkit Ave. Mishawaka, Ind. 








ao 
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Industry Defined Under Code 


HE eray iron foundry industry 

had its day in court Nov. 9 

when the Gray Iron Founders’ 
Society, Inc. presented a code of fair 
competition under the NIRA _ before 
H. O. King, deputy administrator, as 
sisted by H. M. Halstead, Jr. Walter 
lL. Seelbach, Forest City Foundries 
Co., Cleveland, chairman of the steer 
ing committee, in making the general 
presentation stated that the industry 
scope covered 1600 jobbing foundries 
with 71,000 present, 
against a maximum number of 99,000 
in 1929. With a potential capacity of 
$195,000,000 annual business, the sales 


employes at 


value of products of the members rep 
resented at present is less than $73, 
400,000. Approximately 67 per cent of 
the total jobbing 
were represented under the code 


(. B. Magrath, Northwestern Found 


foundry interests 


Chicago, member of the steer- 
amended 


rv Co., 
ing committee, offered = an 
definition clearly defining the industry 
under the code as that making gray 
iron jobbing castings The exception 
of specialties, such as cooking and 
heating appliances, car wheels and lo 
comotive parts was alfirmed by the 
grav iron committee. A group of auto 
motive gray iron castings producers 
tated their acceptance of the gray 
iron code and asked to be included 


thereunder 


The presentation of administration 
sections of the code was made by C 
ID. Cabaniss, Works, 
Columbus, Ga., and the labor provi 
sions were covered by Franklin R 
Hoadley, Farrell-Birmingham Co., An 
Hoadley pointed out 


Columbus Tron 


sonia, Conn. M1 
that the industry had fallen as low 
as & to 12 per cent rate of operation 
in 1983 and that the industry had been 
losing money for the past five vears 
Meantime, the number of men em 
ployed had dropped from 99,000 to 
only 71,000. The code labor provisions 
offer a forty hour week with provision 
for 64 


months period, but not to exceed 48 


hours overtime in any SIX 


hours per week The rate of pay in 
the southern district is 25 cents per 
hour and in the north is varied from 
37 to 40 cents per hour on the basis 
of population density 


The labor provisions were contested 


All foundries making gray tron jobbing 


castings are placed under provisions 


by L. L. Balleisen, Brooklyn chamber 
of commerce representative speaking 
for a group of 14 foundries in greater 
New York. Various representatives of 
foundries in Maryland objected to the 
inclusion of their territory in the 
northern wage district. W. E. Dunn, 
Southern Metal Trades association, 
who affirmed that he represented 60 
foundries out of an estimated total of 
550 in the south, asked for separate 
inclusion of his group under the code 

A. E. Hageboeck, Frank Foundries 
Corp., Moline, Ill.. presented the sec 
tion of the code covering trade prac 
tices These embrace provisions to 
make selling below cost, secret re 
hates, 
and other trade 
practices 

W. J. Grede, Liberty Foundry Co., 
Wauwatosa, Wis., acted as industrial 
advisor to the administration 


unsecured quantity contracts 


ibuses unfair trade 


Equipment Makers 
Have Public Code Hearing 


a code under the recov 
Smith, Osborn 


Presenting 
ery act, Franklin G 
Mfg. Co., Cleveland, chairman of the 
code committee of the Foundry Equip 
ment Manufacturers’ association out 
lined the status of the foundry equip 
ment industry at the public hearing 
in Washington on Nov. 10 A basic 
i) hour week with a minimum of 40 
cents per hour in all districts was of 
fered. S. C. Vessvy, W. W. Sly Mfg 
Co., Cleveland, offered a provision set 
ting up a joint committee with equal 
representation of employer and em 
ploye members and with an impartial 
chairman to investigate complaints on 
labor provisions and report to the code 
authority of the industry. H. S. Her 
sey, C. O. Bartiett & Snow Co., Cleve 
land is the third member of the code 
committee, with J R. Avev acting as 
executive secretary 

Thomas W. Pangbert 
Hagerstown, Md., 


Pangborn 
Corp., offered sup 
plementary provisions to various sec 
tions of the code. Col. George S. Bradv 
assistant deputy 
ducted the hearing for the administra 


administrator con 


tion. The advisors on the code are C 
E. Hoyt, American Foundrymen’s asso 
ciation, Chicago for industry; U. A 
Hanley, planning and research; R. A 
Martino, consumer; C. M. Wilkerson, 
labor; B. T. Ansel, legal 


Institute Studies 
Problems of Heating 


The multiple industrial fellowship 
on heating, sustained in the Mellon 
Institute of Industrial Research 
Pittsburgh, since 1929 by the Nation 
al Radiator Corp., Johnstown, Pa., is 
continuing actively a number of in- 
vestigations of interest to heating 
specialists as well as users of heating 
equipment, according to a recent an 
nouncement of Dr. Edward R. Weid- 
lein, Director of the institute. 

After an investigation of various 
heating units, the fellowship has 
found that cast iron is the most suit 
able metal for the construction of 
finned convectors The results of 
work on impregnated wood foundry 
patterns has brought application to 
the foundry field During the past 
year the fellowship has been engaged 
in the development of corrosion-re 
sistant materials especially for use in 
the petroleum and other process ir 
dustries. 

The results of the investigation will 
be described at length in literature 
upon completion of the progam 


Appointed Manager 


James Cleary, sales executive of 
the Combustion Engineering Co 
Inc., New York, for a number of 
years, has been appointed manager 
of the Philadelphia sales district and 
will make his headquarters at 161' 
Walnut street, Philadelphia Fred 
L. Farrell has been appointed man 
ager of the New England sales terri 
tory with offices in the Chamber of 
Commerce building, Boston. G. O 
French has been made sales engi 
neer 
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GRIND Dow! 


qGRINDIN 


-o- With 
high speed 
wheels... 


T ME SAVED means money 
earned in the snagging of all 
kinds of castings. Higher grinding 
wheel speeds mean lower grinding 
time. less tiring of operators and 
longer wheel life. The hiv grinding 
minutes expended in the days of 
6000 S.FLPM lop speeds. have become 
small minutes with the advent of 
wheels capable of 9000 S.FPOM. 

These higher wheel speeds and their 


attending economies are due to the 





CUT-OFF WHEELS bonded with 
Bakelite Re sinotds are operating safely 
at speeds up to 16.000 S.FLPLM. 

CORPORATION, 247 


CORPORATION oF ‘ 


BAKELITI 
BAKELITE 
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ANADA, 


RIAL OF A 


perfection of the Bakelite Resinoid 


bond. This bond holds the sharp 
erit in close contact with the work 
until it is worn, then releasing it 
to expose the new sharp grains 
underneath. Less pressure is needed 
for cutting. and the wheel will give 
more hours of efficient service. 

Wheels for snagging, cut-off, center- 
less and various automatic and semi- 
automatic grinding operations made 
Bakelite 


with Resinoids may be 


Park Avenue, New York. N.Y 


LIMITED I 








THOUSAND 








purchased from leading grinding 


Why not let 


them study your grinding problems 


“ heel manufacturers. 


and recommend the proper w hee ls 
for your service. 

We will be glad to furnish you 
with the manufac- 
turers of high speed machines and 


names of the 
wheels. 


The trade mark “RE DMANOI is also 


used to indicate abrasive products bonded 


with our resinoids 


hast Ohio Street, Chicago, Ill 
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Prevent Losses with 


Proper Gates and Risers 


YNCHRONIZATION © of 
factors is so essential in the 
production of aluminum cast 


many 


ings in permanent molds that it is 
considered advisable in this, the con 
cluding article in the aluminum sec 
tion of the gating series to cover the 
subject fairly extensively with an ab 
stract of a paper prepared by Allen 
J Walter and published in Tut 
Founpry Nov, 15, 1929 

Application of permanent molds 
has distinct economie and physical 
limitations The sand casting proc- 
ess still holds an impregnable posi 
tion for certain classes of castings. 
Pressure die casting is suited for 
some parts outside the field of non- 
pressure or permanent mold casting. 
For example where a casting order 
is limited to a few pieces or where 
a given casting is subject to frequent 
changes in design, the cost of put 
ting the job on a permanent mold 
Where 
a considerable number of small pat 


basis would be prohibitive. 


terns can be gated on a single match 
plate and where neither close dimen 
sions nor quality of finish are im- 
portant factors, the sand casting 
method usually is the most economi 
cal. Comparatively large and weighty 
castings do not lend themselves 
readily to production by the perma 


nent mold process 
Weight Is Limited 


Generally speaking any attempt to 
cast an aluminum part exceeding 10 
pounds in weight involves extreme 
difficulty in permanent molding. Ex 
tensive areas of thin section less 
than %-ineh should be avoided. Re 
of delicate engraving, 
i unsuitable for 


production 
serolls. ete.. is as 
permanent molds as-it is for sand 
molds, Pressure die casting is the 
proper field for this work, as it is 
where thin sections and knife like 
With the ex 
ception of the foregoing limitations 


edges are required 
almost any type of aluminum ¢ast 
ing may be produced in permanent 
molds of the gravity or nonpressure 
type 

Certain general features or princi 
ples applicable to all permanent mold 
castings may be presented, but at 
tention is directed to the fact that 
no two problems are exactly alike 
Kach type of casting presents a pal 


we 
o 





Stop Shrinkage 


S pesnsemen construction and 
method of operating per- 
manent molds for aluminum 
affect the molten metal to such 
an extent that a rather extend- 
ed reference to these features 
is imperative in any discussion 
dealing with gates and risers. 
Usually the mold designer finds 
it advisable to equip the mold 
at first with gate passages 
smaller than he actually 
thinks necessary. Later after 
a series of actual trials he is 
in position to appraise all con- 
ditions and make any necessary 
adjustment in the size of the 
gate. Venting is another fea- 
ture difficult to predicate in ad- 
vance. Examination of the 
first dozen or more castings 
usually supplies the designer 
with sufficient information on 
where the vent passages are re- 
quired. The same procedure 
leads to a solution of how to 
prevent shrinks, cracks and 
cold shuts, 

This is the concluding ar- 
ticle in the gating series deal- 
ing with aluminum castings. 
Future issues will cover steel 
and malleable castings. 











ticular problem. Fabrication of suit 
able materials into dies or molds 
properly designed for production, is 
worthy of careful consideration. 
High grade cast iron presents cer 
tain advantages over steel for per 
manent mold construction. Economy 
of construction and physical prop 
erties enter into these considerations 
The iron should be heat 
treated properly before it is turned 
over to the diemaker. The heat 


casting 


treating relieves the casting of any 


inherent stress or strain which 
might cause trouble when the mold 
is subjected to sudden heating and 


cooling it 


production 

Whether cast iron or steel, the 
thickness of metal in the mold im 
mediately entire 
casting cavity should be four times 


adjacent to the 


By PAT DWYER 


the thiekness of the corresponding 
part of the proposed aluminum cast 
ing. Assume that an aluminum 
steering wheel spider is to be made 
and that the arms of the spider are 
%,-inch thick at a point 2 inches 
from the junction of the hub and 
arms In a properly designed mold 
the thickness of metal in the mold 


’ 


at this point would be 2% inches 
Thickness of stock in each half ot 
the mold should taper in exactly the 
same proportion as the arm of the 
aluminum casting This four to on 
mold thickness should be carried out 
only at points immediately adjacent 
to the casting cavities If it is de 
sired to cut down on the gross weight 
of the mold, the ratio readily may 
be retained by casting the extra 
stock in the form of a raise or hum 
over the casting cavity Other parts 
of the mold may be made as thin 
as consistent with maintenance of 
adequate structural strength of the 
entire unit 


Need One-Piece Casting 


If the mold designer plans to 
maintain the proper thickness over 
the casting cavities by the sug 
gested raises or humps, too strong 
emphasis cannot be placed on the 
importance of making these humps 
integral parts of the mold casting 
They should be provided for in t'e 
pattern from which the iron mold 
casting is produced and should be 
made with the original 
The office of the four to one thick 
ness of the mold is to provide ade 
quate chilling qualities when alumi 
num is poured in the mold The 


casting 


mold must be of the correct dimen 
sions when it is made Any attempt 
to remedy a deficiency of thickness 
in the initial design by welding or 
brazing on extra stock, almost in 
evitably is foredoomed to. failure 
The extreme importance of main 
taining the thickness ratio over a 
casting cavities will become appar 
ent later 


Once the mold casting is ready 


the diemakers, the sinking of the 
cavities and general construction 
does not differ fror the usual pro 
eedure in making rubber, bakelite or 
similar molds The shrinkage al 


lowance in permanent mold = con 


struction should be 6.008-ineh per 
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inch The most suitable place for 
parting and the most convenient 
method of opening and closing, re- 
moving cores and ejecting castings 
from the mold must be determined 
from the nature of the casting. 
While no fixed and fast rules are 
ivailable for locating gates, a gener- 
ally safe rule is to gate the casting 
as low as possible with a view of 
the metal forcing the air out as it 


iscends The first gate should be 
made relatively small It readily 


may be enlarged if the first mold 
trials indicate the necessity. Wide, 
thin gates, usually are preferable to 
Wherever possibl: 
the sprue shculd be located so close 


iny other type 


to the casting that the simple ex 
pedient of breaking the sprue as th 
metal gives the first intimation of 
setting, will eliminate the necessits 
of sawing the gate later 

If any part of the aluminum cast 
ing is to be machined, that is the 
logical place to locate the gate un 
less the danger of trapping air ren 
ders that 
The best size for sprue and gate 


position impracticable. 
only can be determined by the cut 
and try method. 
employed extensively on permanent 


Risers are not 


mold work and except in exceptional 
instances are not required 


Steel Cores Most Practical 


Movable cores are most practical 
if made of steel. Where the core 
extends entirely through the casting 
as in the hub of a steering wheel 
spider, a knock out hammer under 
the molding table serves to eject the 
core. Where the core does not ex 
tend entirely through the casting, as 
the screw hole cores at the ends of 
the steering wheel spider arms, a 
rack and pinion, or eccentric lever 
device may be applied. Where back 
draft or bellies in the casting will 
not permit the removal of a _ solid 
core, a simple, collapsible steel core 
Anything 
beyond the most simple core of that 
type is to be avoided. Even the 


may solve the problem 


least complicated of these cores oc 
easionally refuse to collapse at the 
right time 
sand core is the most satisfactory 


Usually an ordinary 


Where the core is not intended 
for removal, it is made either an 
integral part of the mold or is ma 
‘hined separately from a_ piece of 
‘ast iron It is held in place by 
cap serews or by any other suitable 
device Wherever practical it is bet 
ter to machine the permanent cores 
ind set them on the mold, because 
in allowance of 0.003 or 0.004 inch 
where they are attached to the mold 
often will serve as an excellent vent 
for the escape of air and gas 

Permanent molds for aluminum 
ilways should be coated carefully 
before molten metal is poured into 
them This coating should be re 
newed for every 400 or 500 east 
ings produced, in some instances for 
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a lesser number Coating the mold 
prevents the aluminum from adher 
ing to the iron or steel; it serves to 
keep the surface of the aluminum 
casting smooth, not infrequently it 
plays a part in preventing or mini 
mizing shrinkage defects 


Spray Coating on Mold 


Zirconium clay mixed to the con 
sistency of thin paint is one of the 
most commonly used mold coatings 
Extensive experimentation would 
seem to indicate the superiority olf 
a good grade of iron oxide for the 
purpose. Mixed with water to the 
same consistency as the clay coat 
ing, the iron onxide coating is 
sprayed on the cool mold with a 
spray gun Movable cores and parts 
subjected to friction or abrasior 
should be coated with a thin film of 
powdered or flake graphite. Outside 
these areas graphite should be avoid 
ed as it has a tendency to blistei 
the casting 

Choice of an alloy is determined 
either by the physical requirements 
of the casting or is limited by the 
specification of the customer! \l 
loys containing from 5 per cent to 
as high as 14 per cent silicon are 
excellent for permanent mold pro 
duction Aluminum alloys contain 
ing as much as 1's per cent zine or 
Aluminum 


iron will cause trouble 
clippings containing manganese fall 
in the same class 

An excellent alloy for permanent 
mold work contains Silicon 4 to 
f per cent; copper ° to 5 per cent; 
impurities 1.50 per cent maximum 
remainder aluminum A second al 
Nickel 
3 to 5 per cent; copper 2 to 4 per 


loy, also suitable, contains 


cent; silicon to 5 per cent; im- 
purities 1.50 per cent maximum; 
remainder aluminum Satisfactory 
results are secured from No. 12 re- 
melt provided the metal is reason 
ably free from iron and zine, Where 
the foundry is not held to a specific 
analysis and where cost of material 
is an important factor, crankecases 
and other good, clean scrap, prop 
erly rejuvenated with virgin metal 
and a rich silicon-aluminum alloy 
uusually will vield surprisingly 
good results Foundrymen who ar¢ 
not adequately equipped to analyze 
and mix their own alloys will do well! 
to confine their activities to the pro 
duction of the castings and leave the 
compounding of the mixture to a 
reliable source 

The lowest temperature at whicl 
the aluminum will flow readily, usu 
ally is the best temperatrre for pour 
ing permanent mold castings This 
temperature will range bet een 1250 
and 1350 degrees Fahrt However 
instances ire not unknown where 


the temperature had to exceed 15 


de LrrTrees Fahr Molds sprue and 
cores should be preheated to ten 
perature of about SU} degree ahr 
with electric heaters, gas heaters o1 


an acetvlene torch The entire mold 


should be heated to prevent warp 
age 

The best method of pouring any 
given casting, whether fast or slow 
can be determined only by actual 
experiment Metal should enter the 
mold in an unbroken stream One 
or two freeze-ups will teach the opera 
tor the vital necessity of quick ac 
tion when starting to pour Genet 
ally, the utility of the first 12 or 
18 castings will be confined to bring 
ing the mold up to the proper tem 
perature During this period the 
operator will do well to give his ex 
clusive attention to getting the metal 
into and the casting out of the mold 
with the utmost speed To avoid 
a freeze-up the sprues should be 
broken the instant the metal shows 
Movable core 
should be withdrawn i 


signs of setting 


rapld st 
quence, the mold opened and the 
casting ejected The least delay al 
most invariably will necessitate the 
use of crow bars, hack saws, chisel 
ind other impediment entirely ex 
traneous to the well ordered produc 


tion of castings 
Study First Castings 


After the first dozen or 18 cast 
ings have been poured in a new mold 
and the operator is satisfied that the 
mold has attained the proper tem 
perature, the mold should be shut 
down and a careful study made of 
the most recent castings Usually 
Shrinks, 
cracks, holes and d/stortion of every 


they present a sorry sight 


conceivable character probably will 
be presented. Having segregated the 
various defects, their cause and rem 
edy may be determined The mold 
designer readily may differentiate 
between holes caused by misruns or 
cold shuts, and those caused by air 
or gas pockets The first type will 
indicate clearly that the mold wis 
not up to the proper temperature, 
that the metal was not sufficiently 
hot, or that the gate was too small 
Any one of these, or possibly a com 
bination of two or three may be re 
sponsible for the trouble In apply 
ing the obvious remedies, enlarge 
ment of the gate should be left until 


the last 

The remedy for holes caused by 
entrapped air or gas is to be found 
either in the method of pouring or 
in the insertion of proper vents, or! 
perhaps in both Rarely is it advis 
able to attempt to vent the mold dur 
ing the construction. Venting should 
be reserved until after the first trial 
Then their location and number nm 


longer depend on guess worth Vent 
ing an air pocket sometime is a 
tricky a performance as attemptir 
to press a finger o1 1 glo r of 
mercury In some instance it 1 
necessary to chase il ilr pooket over! 
half the mold before it finally car 
be trapped A whole series of vent 
mav be necessary rhe 1a vent 
(Continued on ’ g) 
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(Concluded from page 37) 
opening is formed by drilling a hole 
through the mold and then plug- 
ging the hole with a piece of rod, 
square in cross section Openings 
on the sides of the plug should not 
exceed 0.004-ineh This 
opening will escape of 
air, but will not admit metal which 
might plug the vent Vents should 
be kept clear and blown out with an 
air gun, particularly after the mold 

freshly coated 


0.005 or 


permit the 


Checks or 
mold castings 
causes extraneous to faulty construc 
tion of the mold as regards thermal 
design Investigation in many in 
stances will disclose that the cracks 
are due to some mechanical defect 
Insufficient draft may cause the cast 
ing to adhere to some part of the 
mold Stress induced in opening the 
mold may cause the casting to crack 
The seat of the trouble may be found 
in a faulty ejecting device If me- 
chanical defects can be eliminated, 
the investigator should make a care 
ful check of the metal analysis 


eracks in permanent 


usually are due to 


Cracks Traced to Mold 


Frequently a decrease and in 
some instances an increase in tem 
perature will stop a crack If the 
inalysis of the metal will permit, 
the addition of some virgin alumi- 
num or of rich silicon-aluminum al- 
loy to increase the silicon content by 
l or 
ficial If the foregoing suggestions 
have been followed without success, 
it is safe to assume that the cause 
of the trouble has been narrowed 
down to faulty thermal conditions in 
the structure of the mold The 
cracks undoubtedly are due to ex- 
cessive chilling of the casting The 
obvious remedy is to remove metal 
from the outside of the mold, in the 
vicinity of the crack in the casting. 


9 


per cent, will be found bene- 


Many factors enter into any dis 
cussion of the best methods of pre- 
venting shrinkage defects in perma- 
nent mold castings. The vital neces 
sity of guarding against iron or zine 
in quantities exceeding 1.50 per cent 
as potent causes of shrinkage and 
other forms of defect need not be 
reiterated Lowering the tempera- 
ture of the mold by turning off gas 
heaters may prevent 
temperature 
of the metal is no less frequently 


or electric 
shrinkage Excessive 
the cause of shrinks in permanent 
mold castings than in any other type 
Paradoxically shrinkage trouble 
sometimes is cured by increasing the 
temperature A slight enlargement 
of the sprue and gate 
problem in many instances 


solves the 


Where the shrink persists despite 
ill the foregoing remedial and pre 
ventative measures the operator 
should remove the coating material 
from the mold in the shrink af 
flicted area If that fails it will be 


necessary to reduce the stock in the 
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mold over the same area Extreme 
caution must be exercised not to re 
move too much stock, otherwise the 
shrink simply may change from one 
point to another, or, possibly two 
shrinks may appear in place of ons 
Chilling the cores in water usually 
will solve the 
shrink 
movable cores 


difficulty where a 
appears in the vicinity of 


In a properly constructed mold 
application of one or a combination 
of the foregoing remedies will elimi 
nate shrinkage trouble If they do 
not, the operator almost certainly 
may assume that the mold is too 
thin at the point where the shrink 
appears Where other 
are favorable, the following proced 
ure may effect a cure Cut a hole 
through the mold in the 
area. This should be slightly larger 
than the shrink itself. Plug the hole 
with a copper bar or rod The i: 
ner end of the rod is dressed to 
conform to the mold contour in the 
vicinity The other end of the rod 
should extend about 
yond the outer face of the mold 
Sheet copper fins, 16-gage, and with 
an area of 6 to 8 square inches are 
attached about %-inch apart through 
saw cuts in the rod. Obviously the 
size and number will depend on local 
conditions. Whenever the mold cavi 
ties are sprayed, the coating must be 
removed from the face of the copper 
chills They may have to be re 
newed or dressed 


000 or 6900 eastings 


conditions 


affected 


inches be 


after a run of 


This is the forty-seventh of a series 
of articles dealing with the various 
types of gates and risers used in the 
foundry industry The forty-eighth in 
stalment will appear in an early issue 

THE Eprrors 


Book Review 


A Handbook of NRA Laws, Regula 
tions, Codes, cloth, 412 pages, 6 x 9% 
inches, published by Federal Codes 
Inc., Washington, and supplied by Tu! 
Founpry, Cleveland, for $4.50 plus 15 
‘ents postage and in Europe by the 
Penton Publishing Co. Ltd., Caxton 
House, Westminster, London 


This book contains the National In 
dustrial Recovery act, the presidential 
message or formal statement, and the 


official 


tions issued up to the first of Septem 


explanations and interpreta 
ber, together with quasi-ollicial matter 
of certain value. It contains 18 ap 
proved or partially approved codes, the 
so-called blanket code which is proper 


ly termed the president’ 


eemploy 
ment agreement, and the bstitution 
for certain provisions of the blanket 
ode approved for yme 125 industries 
The code of the iron and steel in 
dustry is included 

{ supplementary service extending 
to the first of January also nceluded 


with the volume 


New England Group 
Holds November Meeting 


H. A. Jensen, General Electric Co 


Lynn Mass spoke on “Casting 
Trouble and Remedies and Walter 
M Saunders Providence It I 

talked on “The Action of Sea Coal 
and Facing at the regular meeting 


of the New England Foundrymen’: 
association held it the Engineer 


club Roston Nov ‘ 


A. Ss. T. M. Selects 
Atlantic City for L934 


Amer 
ican Society for Testing Materials will 
be held at the Chalfonte-Haddon Hall 
Atlantic City, 
ing to a recent announcement by C. L 


Warwick 


The annual meeting of he 


June 25-29, 1934 iccord 


secretary-treasurer of the 


association 


To Handle Sales 
In Pittsburgh District 


Ralph M Trent 
sales engineer of the 


recently was 
Pang 
born Corp. in the Pittsburgh terri 
tory with offices at 604 Chamber of 
Pittsburgh. For 


made 


Commerce building 
Trent has been 
office of 


the past 5 years Mr 
manager of the St. Louis 
that company 


Shipments Up 

The Superior Charcoal Iron Co 
Grand Rapids, Mich., reports that ils 
shipments of charcoal pig iron for the 
1l months ended Dec. 1 
per cent ahead of the entire year of 
1932 


were 220 


Is Made Representatiy e 


Edwin H. Kottnauer recently has 
been appointed representative of the 
Climax Molybdenum Co., 295 


avenue, New York, in the Pacific coast 


Madison 


territory, with office and warehouse 
at 1341 South Hope street, Los An 
sele Mr 


Kottnauer chairman of 


the Los Angeles chapter of the Amet 
ican Society for Steel Treating 
° eee 

Organizes Division 

Raymond Bres. Impact Pulverizing 
to Chis iZzo, has organized i met 
itllurgical division for the production 

coal pulverizing, transporting and 
burning equipment ee Hering 
ton 18s manager of the divisior vith 

srdquarters it Chis 

{> 








Kuropean F oundry Practice 


Quick Method 


Rapid Determination of Chromium 
in Steel and Gray Iron, by Prof. Ing 
Dr. A. Glazunov and Ing. J. Krivoh 
lavy, paper presented at foundry con 
gress in Prague 

The principle of the method de 
scribed in this paper is as follows A 
thin plate of aluminum, or other neu 
tral metal, is connected with the nega 
tive pole of a pocket lamp battery. On 
this plate is placed a piece of unsizead 
paper, wetted with a specific reagent, 
which only reacts with one metal. On 
the other side of the paper is put thi 
test piece, which is connected with the 
positive pole of the battery. The pa 
per acts as an electrolyte, and the test 
When a sult 


able reagent is used, a colored spot Is 


piece as a soluble anode 
produced It is, therefore, necessary 
to find the proper reagent to detect the 
presence ol chromium, and it has been 
found that this is a mixture of benz 
dine and acetic acid From 10 to 5t 


1 


seconds are required to effect this tes! 


Annealing Malleable 


The Mechanical Properties of Mall 
eable Cast Tron with Special Considei 
ation of Its Grain Size (Ueber die me 
chanischen Eigenschaften des Tem 
pergusses under besonderer Berueck 
sichtigung seiner Korngroesse), by) 
Fritz Loepelmann, Diu 
Dusseldorf, Germany, Sept. 1, 1986 


(jsiesserel 


The author discusses the progress 
that has been made during the last 
decade in malleable cast iron, and 
then deseribes the results of somes 
investigations that he carried on 
One was on the superheating or an 
nealing at high temperature, and re 
erystallization of malleable cast iron, 
and another on the change of grain 
or crystal size of the white iron cast 
ings Through these investigation 
the author has developed what is 
claimed to be a new malleableizins 
process for producing castings of ex 
cellent mechanical properties E 
sentially the process consists in rap 
idly heating the white iron to 1059 
degrees Cent. (1922 degrees Fahr.), 
and holding until the eutectic carbide 
is destroyed; cooling below the A 
critical point: reheating until there 


Digest of recent literature covering 


vartous phases of castings manufacture 


is complete solution of the alpha solid 
solution; again cooling below the A 
point joined with annealing at s!'ght 


lv above the A, point, concluded wi 
annealing slightly below the A, point 


and cooling in water 


Study Brasses 

Deoxidation of Brasses (La Desory 
dation Des Laitons) by W. Broniew 
ski and Lewandowski La Revue / 


Voderne, Paris, June 25, 


Fonderis 


1933 
When brass has become oxidized by 
contact with air during melting, the 


liquid metal becomes pasty and give 
detective ingots If one attempts to 


deoxidize the metal without knowing 


its degree of oxidation in excess ol 
CeOX101Ze! ilso modifies the propel 
ties of the alloy The authors have 
made comparative tests with nonoxi 
dized brasses and brasses that hav 
been deoxidized to ascert iin the y a 


tions In the mechanical properties 

It has been found in previous in 
estigations that the deoxidizer has 
inverse effects on the tensile strenet! 
ind the elongation respectively The 
uthors have therefore used for the 
purpose of their comparisons a formu 
la which relates the tensile strenet! 
with the elongation, and bette till, 
the tensile streneth, the elongation 
and the elastic limit After explain 
ing the method of preparation of the 
samples and the various. tests ind 
measurements that were made on the 
test sumples, the authors give the fol 
iowing conclusions 

The deoxidation of brasses contain 
ing 55 per cent and 40 per cent of 


zine | 


as been investigated by samples 
prepared in graphite crucibles, and 
which were not oxidized and samples 
that have been oxidized but with 
which the following deoxidizers were 
used aluminum, boron,  bervilium, 
alecium, manganese, magnesium, phos 
phorus, silicon, titanium, vanadium. 
two aluminum-silicon alloys, and one 
Uuminum-cealeium-silicon alloy The 
proportion used of each of these de 
oxidizers was 0.3 per cent 

For each brass, the following tests 
were effected in the reheated and in 
the cold-worked state: Hardness, ten 


sile strength, elastic limit. striction. 


three elongations (total, proportional 
and eiongation due to striction), re 
silience, and one factor which was pro 
ortional to the work of the stress 
during the tensile test 

For the 33 per cen! brasses the best 
results were obtained when the alloy 
was not oxidized during melting. The 
ceoxidizers giving the best results 
with the oxidized alloys were those 
containing aluminum, especially alpax 


(Ss Al and 13 Si). Magnesium, man 
2unese, and especially phosphorus gave 
defintely unfavorable results 

For the 40 per cent brasses the best 
results were obtained with the pure 
alloy and then by the deoxidizing 
effect of alloys containing silico 
especially 50 per cent. silicon Phos 
phorus was particularly detrimental 

Generally speaking the best brass is 
obtained when oxidation is preventec 
by melting the constituents in a me 
Gium which has been rendered strong 
Iv reducing by the presence of ca 


bor 


’ . . . 
Fluidity of Metal 

The Sodium Carhonate Process 
Treating Cast Tron. by EF. W Colbeck 
and N. L. Evans, Foundry Trade Jowr 
nal, Oct. 5, 1933. 

Instead’ of putting 
bonate alone in the 
ladle before 


sodium-car 
bottom of the 
tapping, the requisite 
quantities of dense sodium-cal! 
bonate and ground limestone first 
were mixed intimately and then put 
into the ladle and the metal tapped 
on the mixture. As a rule for every 
112 pounds of metal which is to be 
tapped, one pound of dense sodiun 
carbonate and 10 or 12 ounces of 
ground limestone will give satisfac 
tory results. 

It was observed in the course oft 
the experiment that the fluidity of 
the treated iron was better thar 
that of a ladle of untreated metal 
although the actual temperature, as 
disappearing filament 
pyrometer was 


measured by 
approximately the 


same, about 1270 degrees Cent 
when poured The authors do not 


suggest that the modifications should 
displace the normal ladle treatment 
in all cases, but it is of considerabls 
service in certain instances 
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Mold Press Base Casting 


(Concluded from page 12) 


lower left and lowered into position 
on the drag B The cheek C, upper 
left in Fig. 2 and lower 4 in Fig. 4 
then is lifted by the crane and placed 
on cheek A At this stage the long 
hub core is lowered through the hub 
opening in both cheeks until the lower 
end rests in the dry sand core in the 
drag referred to previously 

This precaution of forming the up 
per and lower hub openings with one 
core insures accuracy of position of 
both openings to each other even if 
always possible, but somewhat remote 
contingency—the various parts of the 
mold are assembled slightly out of 
alignment In the finished press a 
single shaft through both 
hubs and a difference of thickness in 
the bearings would militate against 
mooth and vibrationless operation 

Rigidity is one of the prime require 
ments in the base or frame of a 
printing press, a device made up of a 
great number of rapidly moving parts 
timed with the greatest exactitude to- 
ward each other. Hence the construc 
tion of the base as a one-piece casting 
rather than as a combination of sev 
eral castings machined and fitted to 
gether Manifestly the thickness of 
metal must be regulated closely so 
that one side of the frame accurately 
balances the other side when the press 
is running at its high and rated Ca- 
pacity In this particular instance 
with the crankshaft running at 350 
revolutions per minute the press has 
a capacity of 3500 impressions per 


operates 


hour 


Finished Surfaces Are Clean 


Returning from this digression we 
tind drag B in place on the floor as in 
the center of Fig. 4. The two cheeks 
1 and C also have been lowered into 
place above the drag. The cope D then 
is lifted, rolled over in the crane 
slings and lowered into place on the 
upper cheek C, thus completing the 
assembling of the mold. The various 
parts are clamped together and a run- 
ner basin is built over the sprue. 

Iron for these castings is made up of a 
mixture containing 40 per cent No. 1 
foundry. pig iron, 15 per cent steel 
scrap and the remainder foreign and 
domestic scrap in approximately equal 
proportion. Finished surfaces show 
a dense close grain, free from draws 
or porosity and are readily machin 
able 

The one-piece platen and rocker arm 
casting for the same press and shown 
in Fig. 5 presents several interesting 
features. The casting occupies the 
foreground with a large covering core 
which takes the place of a cope slight 
ly to the rear right, and the chamber 
core for that part of the casting be 
tween the platen and the rocker shaft 


resting on the truck at the left 


Method of molding this casting rep 
resents a compromise to take advan 
tage of existing equipment, a large 
jolt, roll over machine made by the 
Osborn Mfg. Co., Cleveland, and sev 
eral large iron flasks. Two duplicate 
patterns were provided and the drag 
parts tor two molds are made simul- 
taneously in green sand. Instead of a 
large cope suitably barred and gag 
gered to carry the suspended body of 
green sand, a blocky dry sand core 
similar to the core shown at the right 
in Fig. 5, is employed to form the 
upper part of each mold. The double 
chamber core first is set in place stand 
ing up as shown in the illustration 
Later when the covering core is low 
ered into place the upper projecting 
members on the chamber core fit into 
corresponding pockets in the cover- 
ing core and in that manner the core 
is locked securely in place. The cast 
ing is molded with the gudgeons in a 
horizontal instead of a vertical posi- 
tion occupied in the illustration 

To secure solid metal in that sec 
tion of the casting between the gud 
geons the large feeder N_ extends 
through the covering core and is 
raised an additional 6 inches after the 
core has been placed in the mold. 
Above the neck shown at WN the riser 
expands to the size of the longer di- 
mension in the neck. The amount of 
metal in this riser may seem exces- 
sive, but it is claimed that this type 
of riser which remains undisturbed 
after it is filled, insures a more satis 
factory casting than a smaller riser 
churned with a rod. 

The gating system adopted on this 
casting is responsible in large meas- 
ure for the clean metal in the platen 
and gudgeons. In the machining op 
eration the platen face and four edges, 
also the gudgeons are machined and 
polished. The desired result is se- 
cured by introducing the metal 
through a number of thin branch gates 
along the edge M farthest away from 
the platen. One half the set gate, 
runner and sprue pattern is attached 
to the back of the core print on the 
pattern The corresponding half is 
attached to the corebox. The metal 
flows through a clean, smooth, firm 
passage, the first requisite to the pro 


duction of a clean casting 


Book Review 


Production of Steel Castings in 
the Open Hearth Foundry and the 
Small Bessemer (Herstellung von 
Stahlformguss in der Martingiesserei 
und Kleinbessemerei), by H. Sprink- 
kaemper, paper or cloth, 87 pages, 
6144 x 9% inches, published by Wil- 
helm Knapp, Halle (Salle), Ger- 
many, and supplied by THE Founp- 
BY, Cleveland, and in London by 


the Penton Publishing Co., Ltd., 
Caxton House, Westminster, London. 

This volume which is printed in 
German is part 16 of a_ series of 
books On works practice in iron, 
steel and metal foundries edited by 
Hubert Hermanns. Following the 
introduction, some general informa 
tion is given on the compositions of 
steel castings. Information on pro- 
duction of steel in the open hearth 
gives data on gas producers and 
their operation, dimensions and con 
struction of the furnace, tempera 
tures, slags, working the heat, com- 
parison of the acid and basic proc 
The chapter on small bes 
semers gives information on produc 
tion of liquid metal in the cupola, 
construction of the bessemer, blast, 
deoxidation and recarburization, 
slags, and comparison of the bes 
semer with the open hearth. Other 
information presented includes slag 
inclusions in steel, refractories, prep- 
aration of molding materials, mold- 
ing practice, cleaning, heat treat 
ment, applications and types of steel 
castings, and costing. 


esses, etc 


A. F. A. Committee 
To Study Impact Testing 


Fred Grotts, Continental Roll @& 
Steel Foundry Co., East Chicago, Ind., 
has been appointed chairman of a 
committee of the American Foundry- 
men’s association to study the impact 
test as applied to steel castings. The 
committee will endeavor to find the 
most commonly accepted method of 
impact testing for steel castings and 
to make recommendations on the type 
of bar and testing procedure which 
should be employed. 

Members of the association having 
data available are asked to send copies 
to the committee chairman 


Form Association 


The Gas-Powered Industrial Truck 
association recently has been organ- 


ized with the following officers 
President, Ezra W. Clark, Clark 
Tructractor Co., Battle Creek, 


Kline, 


secre 


Mich.; vice preident, L. J 
Mercury Mfg. Co., Chicago; 
tary-treasurer, John A. Cronin, 60 
East Forty-second street, New York 
The directors include the president 
vice president, and the following 
D. H. Ross, Ross Carrier Co., Ben 
ton Harbor, Mich.: R. C. Howell, 
Howell Industrial Truck Co., Cleve 
land; and W. F. Hebard, W. F. He 
bard Co., Chicago 

American Society for Testing Ma 
terials, Philadelphia, recently has 
published a booklet entitled “Pur 
pose and Work"’ which outlines the 
aims of the society and explains the 
various activities being undertaken 
inder its direction 
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...here you will find a record of more than a thousand 
installations, equipment built for companies whose names 
read like a register of America’s leading foundries. You'll 
find minimum maintenance cost, lowered rejection losses, 
higher efficiency with this equipment, that is engineered for 
foundry requirements instead of price, and sturdy con- 
struction that prompts customers to report... not a single 


disappointing installation in more than twenty years. 


Call in the Bartlett-Snow engineers on every foundry 
problem. Then, like other foundry men, you will know 
that you have placed your problem in the hands of experts 
--» who know not only what to do, but can be depended upon 


to carefully engineer every detail of the entire installation. 


Bortlett-Snow 


THE C. O. BARTLETT & SNOW COMPANY 
6201 Harvard Avenue, Cleveland, Ohio 
FOR CANADA: Peacock Brothers, Ltd., Montreal, Toronto, Sydney, Winnipeg, Vancouver, Calgary 


FOR EUROPE: Societe Anonyme des Acieries ci-devant Georges Fisher Schafthouse, Switzerland 
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N.F.A. Urges Revision 


(Concluded from page 13) 


tion of hours and wages, but rather 
on efforts to force the domination of 
one group He sees that these devel 
opments have frightened the private 
investor and that the government must 
prove its program 15 sound, or money 
will remain in hiding 

Painting a gloomy and confused pic- 
ture of European governments under 
dictators, Whiting Williams, Cleve 
land, told of experiences in Germany, 
Russia and Italy as a common labore! 
in mines and other industries, mixing 
especially with the laborer to study 
his views of the economic conditions 
Mr. Williams takes the view that all 
of these dictatorial governments de- 
pend in the final analysis on general 
improvement in world economics It 
the United States policy becomes per 
manent rather than an emergency 
measure, this country will lessen the 
chances of world improvement, in his 
opinion 

Government to Regulate Business 
Gus W. Dyer, professor of economics, 
Vanderbilt university, speaking on 
“Economic Fallacies of the NIRA,” 
stated that in former depressions, re 
sponsibility in leading the way out 
had been with industry and business 
and that these forces always had done 
so successfully. Government, under 
the American system, should function 
as a regulator of business, and Prof 
Dyer stated it has failed to regulate. 
Failing, it now greater 
power. Uncertainty in 1932 made it 
impossible for business improvement 
The speaker outlined the 


asked for 


that year 
difference between control and regu- 
lation of industry. 

In presenting the report of the reso- 
lutions committee F. M. Weymouth, 
Hunt-Spiller Mfg. Corp., 
posed two resolutions which were 
adopted unanimously. The first af- 
firms the support of the National In- 
dustrial Recovery act by the National 
Founders’ society insofar as it affected 
hours, wages and conditions of em 
ployment, recognizing the measure as 
a temporary procedure, an emergency 
act to be discontinued at the end ot 
the emergency period. The second 
placed the association on record as in 
favor of a sound currency based on 
gold 

Two interesting papers dealing with 
dust control and the legal aspects ol 
dust hazard in the foundry industry 
were presented by E. O. Jones, con- 
sultant, National Founders’ associa- 
tion, and Alfred C. Hirth, attorney, 
Toledo, O. 

Thomas W. Pangborn, Pangborn 
Corp., Hagerstown, Md., unanimously 
was chosen as president for the suc 
ceeding year. Other officers elected in 
cluded F. H. Clausen, Van Brunt Mfg. 
Co., Horicon, Wis., vice president; and 
J. M. Taylor, Chicago, secretary and 


44 


J. L. Lonergan, Morris 


Boston, pro- 


in Policy 


treasurer. S. Wells Utley was elected 
honorary member of the administra 
tive council. 

District committees were elected as 
follows 

First district Walter Abbe, Jr 
Smith & Winchester Mfe. Co.. South 
Windham, Conn Franklin R. Hoad 
ley, Farrel-Birmingham Co. Ine., An 


sonia, Conn.; E. H. Ballard, General 
Electric Co., West Lynn. Mass.: A. W 
Calder, Jr.. New England Butt Co., 
Providence, R. I.; A. B. Root, Jr. 


Hunt-Spiller Mfg. Corp., Boston 
William Lonsdale, 
Foster-Wheeler Corp., Carteret, N. J 
Machine Works, 
Baldwinsville, N. Y Roger Williams, 
Richardson & Boynton Co., New York: 
V. C. Kreuter, American Laundry Ma 
Rochester, N. Y.: W. W 
Hudson Co., Al 


Second district 


chinery Co., 
Bates, Delaware & 
bany, N. Y. 

Third district S. F. Workman, 
Frick Co., Waynesboro, Pa.; William 
L. Litle, Bucyrus-Erie Co., Erie, Pa 
Ladd, United Engineering 
& Foundry Co., Pittsburgh: H. W 
Johnson, De Laval Steam Turbine Co., 
Trenton, N. J.; W. S. Shipley, York 


George T 


Investigations 


Ice Machinery Corp., York, Pa 

Fourth dist f L. H. Link, Bass 
Foundry & Machine Co., Fort Wayne, 
Ind.: Ralph H. West, West Steel Cast 
William B. Cullen 
Miamisburg, O.; 


ing Co., Cleveland; 
Miami Foundry Co., 
George Seyler, Lunkenheimer Co., Cin 
cinnati; Fred Erb, Eaton-Erb Foundry 
Co., Detroit 


Fifth district W EF Heesch, 
French & Hecht, Ine 
lowa; John B. Strauch, National Bear 
ing Metals Corp., St A. H 
Head, John Deere Tractor Co., Water 
loo, lowa; George P. Torrence, Link- 
selt Co., Chicago; H. G. Myers, Gard 
Quincey, Ill 


Davenport, 


Louis; 


ner-Denver Co., 


Clarence R. Falk, Falk 


Prescott, 


NSurth district 
Corp., Milwaukee; Curry S 
Menominee, Mich.; John 
Foundry & 


Minn 


Prescott Co 
M. Brawley, South Park 
Machine Co., 
Walter Harnischfeger, Harnischfeger 
Corp., Milwaukee; R \ 
Valley Iron Works, Appleton, Wis 


South St Paul, 


Peterson, 


Neventh district W. C. Trout, Luf- 
kin Foundry & Machine Co., Lufkin, 
Texas; C. P. Caldwell, Caldwell Found 
ry & Machine Co., Birmingham, Ala 
H. A. McLellan, General Fire Extin 
guisher Co., Atlanta, Ga.: R. C 
bert, Hardie-Tynes Mfg. Co., Birming- 
ham, Ala.: H Ee MceWane, Lynch 
burg Foundry Co., Lynchburg, Va 
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Simplify Problems 


Arising From the Inhalation of Zine 


ECENT investigations have great- 
ly simplified and defined the 
problems arising from the ingestion 
and inhalation of zine and zine com- 
pounds, according to an article “‘Zine 
in Relation to General and Industrial 
Hygiene,’’ by Cecil K. Drinker and 
Lawrence T. Fairhall, which was pre- 
sented in the Aug. 11, 1933, 
of Public Health 
thors state it is now known that 


issue 


Reports The au- 


poison in the usual 
That is to say, 


zine is not a 
sense of the word. 
pure zinc, in contrast to metals such 
as arsenic, lead, antimony, and cad- 
mium, has no poisonous qualities even 
if taken in large amounts. Certain 
zine compounds, such as zine chlo- 
ride, are highly irritating and caus- 
tic; but this action is the common 
property of an infinite number of 
chemical substances 

Certain other zine compounds, 
such as zine oxide or zine stearate, 
on account of their fine state of 
division or their tendency to floccu- 
lation, may do harm, but not on ac 
count of their zine content Such 
effects are understandable and avoid- 
able, a far different situation from 
that which were the 
zine ion poisonous in itself, so that 
after absorption one might caunt 


would exist 


upon a series of unfortunate effects 
ending with elimination, with safe 
storage, or with the death of the 
subject. 

This point of view is not in accord 
with the reputation zine has held, a 
reputation which has arisen from 
the fact that zine in the majority 
of instances occurs in ores with such 
substances as lead, arsenic, antimony, 
and cadmium, all definietly poison- 
ous. Thus the older literature of 
general and industrial hyziene con- 
tains frequent descriptions of what 
are listed as cases of acute or chron- 
ic zine poisoning, in which the symp 
toms are attributable to contaminat- 


ing metals 
Redefine Zine Properties 


In the light of present knowledge 
it is worth while to redefine the hy 
gienic position of zine. In the course 
of the manufacture of zine and zine 
compounds, a single condition re- 
mains which calls attention to zine, 
and this is not due to a specific at- 
tribute of the metal but apparently 
is due to the physical state of cer 
tain zine compounds This is the 
familiar chill and fever formerly 
thought to be produced by zine ox- 


(Concluded on page 46) 
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Automatic Fluid Timing Valve 


- - Savings - - 


CUSTOMER, enclosing an order for 

additional valves, writes that since 
the installation of his first timing valve, 
a 10 lb. saving on each boiler casting has 
been shown. Every make of jarring 
machine in his foundry is now equipped 
with one of these valves. Saving of 
weight. 


The operator starts the machine, then 
attends to other duties. When the mold 
is sufficiently rammed, the machine auto 
matically stops. Saving of time. 


These are apparent savings. To them 


wear to the machine itself. 


The valve is not expensive. It is 
simple in construction and may easily 


jarring machine. 


MADE IN THE FOLLOWING SIZES 


Number 1 for pipe sizes !,'' to *,"' inclusive 
Number 2 for pipe sizes 1'' to 1!."' inclusive 
Number 3 for pipe sizes 2"' to 2!.'' inclusive 


WRITE for PAMPHLET and PRICES 


must be added, saving of air, saving of 


and quickly be attached to any type of 
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ide alone but now known to occur 
When oxides or finely divided pow- 
ders of other metals are inhaled, In 
typical cases following inhalation of 
freshly formed zine oxide or large 
amounts of old oxide, the worker 
after a few hours experiences ma 
lauise, then a severe shaking chill with 
a rise in temperature of considerable 
magnitude. 

Philip Drinker and his associates 
have studied these chills under cir- 
cumstances permitting close clinical 
observation; that is, employing pure 
zine oxide they have produced chills 
in themselves and in volunteers. 
Their findings were that ague occurs 
in from 2 to 4 hours after zine-oxide 
inhalation. They found that in lab- 
oratory experiments 45 milligrams 
of zine oxide (measured as zinc) per 
cubic meter of air can be inhaled 
for 20 minutes without causing symp 
toms. In a metallurgical plant 14 
milligrams per cubic meter produced 
no reaction in 8 hours. Differences 
in susceptibility make it impossible 
to give absolute figures as to the 
concentrations certain to cause chills. 
Apparently no one is entirely im- 
mune, given a sufficiently large in- 


halation. 
Immunity Follows Zine Chill 


Philip Drinker found it easy to 
demonstrate the immunity which ex- 
ists following a zine chill, and this 
immunity is perhaps related to the 
leucocytosis which occurs with the 
chill and persists in many workmen 
exposed daily to zine-oxide inhala- 
tion 

Batchelor Fehnel, Thomson, and K 
R. Drinker made an exhaustive clin 
ical and laboratory study of 24 work 
men exposed over periods of time vary- 
ing from 2 to 251% years to the in 
halation of varying concentrations of 
zine in the form of zine oxide, zine 
sulphide, or fine metallic dust, and 
found no acute or chronie illness in 
any way ascribable to zine. These ob 
servations are significant because the 
exposure to zine was high and con 
tamination by lead and cadmium was 
very low Many of the men studied 
had often had zine chills and, in addi 
tion, had experienced persistent dos 
vze by inhalation. 

Turner and Thomson examined 212 
brass founders and reported that 
those who experienced attacks of met 
al fume fever were “‘apparently in 
somewhat poorer condition than those 
exposed to the fumes but not affect- 
ed by them.” 

One may sum up the evidence in 
regard to the zine chill as follows: 
It is a decidedly unpleasant experi- 
ence, and. to a mild degree, incapaci- 
tates one the day following the at- 
tack. Where the inhaled oxide is un- 
contaminated by other metals, there 
is no definite evidence of chronic 
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damage even from repeated chills 
At the same time the condition is easy 
to prevent by properly arranged ex 
haust hoods or the wearing of masks, 
and conditions making chills possi- 
ble should be eliminated. Mention 
has been made of the fact that the 
chill is not necessarily due to zine. 
Philip Drinker found it possible to 
produce fume fever in himself and 
his associate R, M. Thomson, by in- 


haling magnesium oxide. The same 
result has been reported for other 
metals. The ease with which zine 


assumes a physical or physico-chem 
ical state capable of causing fume 
fever when inhaled is apparently the 
reason why the condition has been 
thought to be due to zine alone 


French Center 
Answers Many Questions 


The French center of foundry re 
search, organized in April, 1931, by 
Societe des Hauts-Fourneaux de Saul- 
nes, has released information cover 
ing its activities during the past 2 
years. 

During that period, 907 consultations 
were given to a number of foundries 
The following list of subjects treated 
is of interest: Regular control of man- 
ufacture, 115; questions relative to 
molding, 73; study of foundry defects 
and indications of their remedies, 106; 
control of the cupola, testing of cokes, 
fluxes and slags, 44; study of methods 
for the manufacture of cast irons hav- 
ing special mechanical properties, 205; 
questions relating to the manufacture 
of heat-resisting cast iron, 142; study 
of methods for the manufacture of 
irons resisting to corrosion, 78; study 
of special methods of manufacture, 63: 
other questions, 81. 

In conjunction with these questions, 
270 visits were effected to foundries in 
various parts of France, and 64( 
analyses and tests were effected in the 
laboratory 

Under the direction of the scientific 
committee, of which Leon Guillet is 
the president, a number of questions 
of general interest were investigated 
und were published in the quarterly 
bulletin of the center of foundry re- 
search, known as La Fonte 


Publishes Yearbook 


Statistical data on commercially im- 
portant minerals are contained in the 
Minerals Yearbook 1932-33, recently 
published by the bureau of mines 
This volume, which appears for the 
first time, replaces the various former 
publications, ineluding Mineral Re- 
sources of the United States, which 
has been issued annually for half a 
century. 

Fifty-nine authors, all on the staff 
of the bureau, contributed to the 61 


economic and _ statistical surveys in 
the volume of 819 pages divided equal 
lv between descriptive text and charts 
and tables. Scott Turner, director of 
the bureau, has contributed a chapter 
on “Status of the Mineral Industry.” 
Copies of the yearbook may be pur- 
chased from the superintendent of 
documents, Washington, for $1.25. 


Propose Soil Pipe 
And Fitting Standard 


Copies of the proposed American 
standard “‘Cast Iron Soil Pipe and 
Fittings’’ have been distributed 
among interested firms, individuals 
and organizations by a committee 
of the American Society of Mechan- 
ical Engineers. This proposal covers 
standard dimensions, tolerances and 
weights for cast iron soil pipe and 
for soil pipe fittings in sizes 2 to 15 
inch. The list of fittings in sizes 2 to 
6 inch ineludes 39 separate items 
among which are bends, branch fit- 
tings and traps, each with its several 
necessary variations as well as re- 
ducers, inecreasers, plugs, ferrules, 
ete. The list of fittings of larger size, 
8 to 15 inch, includes 19 items. The 
standard also includes specifications 
for marking, quality, testing, coat- 
ing, threading, inspection and a 
glossary of nomenclature. 

The work is being accomplished 
through Subcommittee No. 8 of 
which J. J. Crotty is chairman. A 
copy of the proposed standard may 
be obtained through the Society at 
29 West 39th street, New York 


Book Review 


The Engineer’s Manual of English, 
by W. O. Sypherd and Sharon Brown, 
fabricoid, 515 pages 4% x 6% inches, 
published by Scott, Foresman & Co., 
Chicago, and supplied by THr Founpb 
ry, Cleveland, for $2 plus 15 cents 
and in Europe by the Penton 


postage 
Caxton House, 


Publishing Co. Ltd., 
Westminster, London 


This manual has been written to 
serve as a practical guide for all 
technical writing which the engineer 
ing student may need to do, and as a 
reference book on usage in technical 
writing for practicing engineers. Rath 
er than to teach the principles of 
formal rhetoric, the text aims to show 
the application of these principles to 
the actual problems of the enginee! 
writer The first chapter presents a 
broad view of the technic which un 
derlies good writing and the second 
chapter deals with details of composi 
tion such as punctuation, abbrevia 
tions, etc. The remainder of Part I 
treats with correspondence, reports, 
articles for technical journals, bulle 
tins, catalogs and specifications. Part 
II presents specimens of these various 
types of writings 
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Control Sand in 


(Continued rom pade 15) 


A high ineffective clay content re 
duces the permeability. Normal clay 
builds around the grains, producing 
an openness; but when the clay be- 


comes burned to a point where its 
bonding qualities are gone, it disin- 
tegrates into powders or fines which 
clog the pores in the sand and re- 
duces the permeability 

Sea coal also clogs the sand; the 
ash will build up to a constant, intro- 
ducing an additional portion of fine 
material. Consequently, as the sea 
coal percentage increases, the sand 
becomes less permeable. 

The moisture content of the sand 
influences the ramming. Excessively 
wet sand will ram tight, producin. 
low permeability in the mold. 

Sea coal ash, dead clay and broken 
down sand grains introduce dust into 
the sand which lowers the permea 
bility A large 
terial is carried out through the ven 
over the 


portion of this ma 


tilating stacks shakeouts. 


Fines are removed from the burnt 
sand by screening 

The temperature of the sand exerts 
a marked influence on the permea 
Cold sand is more open than 
When the permeability is 
rather low, the sand should be kept 


bility. 
hot sand 


coo!) Air is passed through the sys 
tem sand as it falls from the vibrat 
ing screens. 

Permeability is affected conside1 
ably by grain distribution. With good 
grain distribution the sand is more 
open than a sand having a poor dis 
tribution with the same fineness num- 


ber. Screening the burnt sand permits 


certain portions to be accepted and 
others rejected In this manner a 
certain grain distribution can _ be 
built up, thereby making the sand 


fairly open with a _ relatively higl 


number 


fineness 


Improves Grain Distribution 


shows the 


Fig. 1 
grain distribution bv the addition of 


Improvement ot 
screened burnt sand added through 
the rebonding and sea coal mixtures 
Sand in a system making large work 
has a permeability of 30 to 40. and 
for small work 25 to 35 

sand trom 


Sea coal prevents the 


burning on the ecastings and im 
proves the finish, but sea coal and 


the eoke produced from it weaken 
the sand The coke at times picks 
up clay and thus forms balls whicl 
have to be screened from the sand 
Ash from the sea coal tends to lower 
the permeability 


Sea coal is the hardest ingredient 
in the 


a quick and accurate test (similar to 


sand to control properly If 
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Malleable Shop 


moisture or bond) could be made 
each hour, the problem would not 
be so difficult. Both the burning 
and flotation methods for determin 
ing sea coal content are inaccurate 
and therefore unreliable They do 
not show the amount of effective sea 
coal present. 

The most method of 


controlling the sea coal is by careful 


satisfactory 


observation of castings, by accurat 
record of all sea coal additions to 
the system and by past experience 
All additions are weighed carefully 
The amount added in a day is small. 
To obtain good results, the percent 
age of effective sea coal is held with 
in narrow limits Too little sea coal 
burn on the 


permits the sand to 


castings, which results in heavy sand 
losses from the system, hampers in 
spection of the hard iron castings 
and causes excessive cleaning costs. 
In addition, the finish on the casting 
surtace 


is unsatisfactory. Blows, 


checks, shrinks, misruns, cold shuts 
dirty molding, and drops are common 
results of too much sea coal 

Sea coal may be added to the sys 
tem as follows: (a) With the rebond 
ing mixture, (b) raw, (c) with bank 
or burnt sand The first method is 
not satisfactory because the amount 
of sea coal added is dependent upon 
the bond strength. The amount oft 
added is 


rebond zoverned by the 


bond strength tests 
The second method is satisfactory, 


but extreme care must be taken to 


prevent segregation The sea coal 
must be added slowly and uniformly 
throughout the day, and the sand 
must be thoroughly mixed after ad 
ditions are made The third method 
produce 


is most satisfactory, as il 


more uniform distributior 

The amount of sea coal supplied to 
the sand to replace that burnt out 
will vary from time to time due to 
the following conditions (a)Tem 
perature ot the iron, (b) > size and 
shape of castings, (c) rate of produe 
tion 


The higher the 
ture of the iron, the 


pouring tempera 
more sea coal 
will be burned out of the sand Due 
recognition of this fact must be taker 
where the pouring temperature is 
changed. Size and shape of the cast 
inzs influence the sea coal burnout 
hotter ten 


Large work produces a 


perature within the mold, and as a 


result the sand against the casting 
is burned back to a greater dept} 


than with small work It is desit 


iobs on certain units 


able to classify 
because of this fact 
Amount of sea coal fed to the sys 


tem necessarily will be changed wit] 


a change in productior Accurate 
records of consumption show a det 
nite relationship between weight o 
iron poured and sea coal consumed. 


As the 
desired 


volatile matter produces the 


results in the mold, ship 
ments of coal should be checked for 
volatile matter For large work 11 
to 12 per cent sea coal is carried in 
the sand, and for small work % to 
10 per cent is carried 


From the standpoint of control and 


economy, it is desirable to maintain 
a constant volume of sand in the sys 
conditions 


tem Various affecting 


the volume of sand include 

(a) Effectiveness of the shakeout, 
ib) percentage ot ea coal in sand 
(c) percentage of clay in sand, (d 
nature of the core ie) temperature 


of the iron 


Destroys Sand Control 


Poor shakeouts leave considerable 


sand on the casting thus entailing 


large losses from the system As a 


result, large sand additions must be 


made, which not only increases t 


costs but destroys control A change 


in sea coal percentage will cause a 
change in volume of sand With too 
low a sea coal, large losses will take 
with too much sea coal a rapid 
A high clay 


content causes the sand to adhere to 


place 
sand pick-up result 
the casting, thus producil abnormal 


sand losses 


The tact that the core dadisintegrate 


at the shakeouts (thereby addin. 
sand to the svstem ) na an impor 
tant bearing upon the and volume 
Change in baking condition ot the 
cores or the amount of core binder 


used in them will change the extent 
1o whiel thev contribute ind to the 
vstem Pouring temperature of the 


iron will affect the extent to which 


the sand sticks to the castings. thus 
influencing the losss from the 
tem 

\ highly satisfactory casting fi 


ish can be obtained by the use of a 


suitable facing Control of the bac 
ing sand need not be o rigid It 
must have sufficient bond for moldinz 
and be permeable enough to allow 
gas to escape from the mold The use 
of facing is not desirable because it 
slows up production and is expensive 
Obviously a high grade sand is needed 


where facing is not used 


To obtain a rood 
the use of a facing is no simple tas] 


The molding foreman prefers a sand 


more open than neces irv to allow 
for discrepancies in moldi prac 
tice When a fine ind with low pe 
meabilitv is used the molding tec} 
nique necessarv to make ound « 
in. Is more exacting 
The finish o ba ‘ } oO 
better than that prod ; } the 
(fe ; j 
4% 
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in the foundry industry. It will be a most 
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Twelve times during 1934 The FOUNDRY 
will go out full of timely, pertinent informa- 
tion and authentic data on methods and 
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haven t). Information about new equipment, 
the application of which may mean the 
difference between making money and losing 


it. 
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great castings industry to every phase of 
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> subscripti t this . 
ee - send to start with the December 1933 or 
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January 1934 issue. 
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(Concluded from page 47) 
coarsest particle in the sand. Most 
of the extraneous matter, clay balls, 
coke, rock, roots, iron shot, core ar 
ticles, charcoal, etc., is removed at 
the vibrating screens About 95 per 
cent of the sand will pass a 40-mesh 
screen after passing the ‘s-inch vi- 
brating screens. Due to the shape 
of the sand grains, it does not mat- 
ter materially whether the 
openings are % x '% inch, % x %4 
inch or % x 1% inch. The size of 
used is determined by the 
through the 


screen 


opening 
tonnage to be _ put 
screens. 

The sea coal is ground to pass 99 
per cent throuzh a 70-mesh screen. 
Frequent tests are run to insure that 
this fineness is maintained. Large 
particles of coal cause pits in the 
castings If the sea coal becomes 
too coarse, serious trouble may re- 
sult. 

Sea coal improves the finish to a 
certain extent. However, when the 
percentage of this ingredient in the 
sand becomes too great, the surface 
of the casting will be covered with 
checks and ridges, causing an unde 
sirable finish. 

Sand Affects Surface 

Proper moisture content and tem- 
pering are essential to zo0od finish. 
Dry sand or sand that has not tem- 
pered properly often will stick to the 
patterns, producing castings. 
Moreover, the sand mold 


spots 


rough 
will not 
properly. This causes rouzh 
at the parting line and frequently 
small crevices will not be filled with 
resulting in spots at 


sand, rough 


these points. 


Hot sand cominz in contact with 
the relatively cold pattern causes the 
water vapor to condense and the sand 
to stick to the pattern, thereby pro- 
ducing a rough casting. To prevent 
ordinary sticking of sand to the pat- 
tern, a spray of lard oil and kerosene 
is used 

Since the sand has the 
same characteristics as_ the 
sands, the choice of bank sands for 


System 
core 


this purpose is influenced by the de- 
sire to obtain smooth castings. Nine 
ty-nine per cent of the jobs are made 
without fairly 
smooth finish. 


facing and have a 

Core sands determine the fineness 
of the molding sand; also, the na- 
ture of the cores determines to some 
extent the volume of sand in the sys- 
tem. Some cores must be open, oth- 
ers can be made less open There- 
fore, different sands must be used 
for various types of cores It is es- 
sential that the proper choice of sand 
for open cores be made, otherwise 
the grain distribution of the mold- 
ing sand will be undesirable. 

Fig. 2 


shows the effect of using 
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too coarse a sand for open 
with the result that the system sand 
distribution and 
the castings an unsatisfactory finish 
Either the core mixtures must be reg 
ulated to produce a fine system sand 


cores, 


has a poor 2rain 


or facing will have to be used. The 
use of the latter is expensive, and 
considerable expenditure can be made 
in the selection of the proper core 
sands. 

The amount of core binder used 
and the method of baking determine 
the manner in which cores disinte 
grate at the shakeout. Sufficient 
core sand should be liberated to the 
system to replace sand lost by ad 
herence to the castings, otherwise 
the control of the molding sand be- 
comes difficult. 


Control of the core sand is of 


importance with control of 


molding sand, but it is not the pu 


equal 


pose of this article to deal with core 
sand to any extent Suffice it to say 
that the best 


beween the molding department, core 


co-operation possible 
department and sand laboraory is es 
sential to the production of a satis 
factory molding sand 


Broken molds, drops misruns, 


cold shuts, scabs, blows, dirty mold- 


ing, rouzh castings, ete., often are 
the result of improper sand. 


The number of broken molds caused 


using 


by incorrect moisture content in the 
sand can be so high in 1 hour that 
the entire 
stroyed 


day's efficiency is de- 

At times sand is unjustly blamed 
for certain foundry difficulties. Im- 
proper jolting, ramminz and squeez 
ing, poor design of 
fluctuating air 
wear on molding machines, etc., re- 
sult in troubles too often blamed on 
the sand. In the final analysis, the 
condition of the sand in the mold, 
not the laboratory tests, is the cri- 
terion of is fitness. 


squeeze heads, 


pressures, gradual 


All complaints about the sand 
should be investigated quickly and 
the blame properly placed. The sand 
laboratory can be of distinct assist- 
ance to the molding department in 
helping to work out problems per- 
taining to the use of the sand. The 
laboratory should take a conciliatory 
attiude toward he molding depart- 
ment——the attiude of the salesman 
toward the user of his product 


Many small jobs must be absolute- 
ly true to size. In straightening and 
machining the castings must fit jigs 
perfectly, otherwise operation is 
slow. Faulty sand will cause pimples 
and fins at the parting line, rough 
spots, ete., which prevent the castings 
from processing properly. The amount 
of salvage grindinz will be reduced 
with good smooth castings 


Sand should clean readily from the 


castings Where castings are not 


milled in the hard iron stage and 
too much sand adheres to them, in- 
spection is hampered, scrap is an- 
nealed and processed and consid- 
erable sand enters the anneal, which 
wastes fuel and upsets the annealing 
cycle Moreover, excessive amounts 
of sand adhering to the castings af- 
ter the shakeout cause slow cooling 


of the iron, and difficult annealinz. 


» yi * age ; ay 

Regional Meeting 

To Consider Corrosion 
The 1934 regional meeting of the 
American Society for Testing Materi 
als will be held in Washington, Wed 
March 7 \ 
corrosion will feature the meeting and 


nesday, symposium on 


will be sponsored by the A.S.T.M 
committees A-5 on corrosion of iron 
and steel and B-3 on corrosion of non 
terrous metals and alloys 

meetings ol A.S.T.M. com 
March 


through Friday, 


Group 

mittees will begin on Monday, 

and extena 
March 9 


Book Review 


The American Federation of Labor 
by Lewis L. Lorwin, cloth pages 
5 x 8 inches, published by the Insti 
tute of Economics of the Brookings 
Institution, Washington, and sup- 
plied by Tue Founpry, Cleveland, for 
$2.75 plus 15 cents postage and in 
Europe by the Penton Publishing Co 
Ltd., Caxton House Westminster, 
London. 


This book dealing with the history, 
policies and prospects of the Ameri- 
can Federation of Labor, is con- 
cerned with the following questions 
Methods by Federation 
acquired its present character; chan- 
ges in policies which have taken place 
from time to time; record of achieve- 
ment or failure in relation to the pur 
poses of the organization; effect of the 


which the 


federation on the American labor 
movement; method of operation and 
present policies; changes which are 
likely to occur in the organization 
as the result of current economic 
trends 

The history of the organization is 
covered in four main divisions as fol 
from 1864 to 
1898; the period of national expan 
sion from 1899 to 1914; the period 
of the World war and industrial de 
mocracy, from 1914 to 1924, and the 
recent period of prosperity and de 
1925 to 1933 This 
is followed by a descrip- 
tion and analysis of current policies 
and problems, and the final chapter 
attempts to supply an interpretation 
of the past and to present an anti- 
cipation of what may be expected in 


lows Foundations 


pression from 
discussion 


the vears that lie in the future 
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Produces Small Steel Castings 


(Continued from page 19) 


gate stream is the joint which is like- 
ly to be productive of the most dirt. 

Joint gates in green sand should 
be parted with the pattern to get a 
rounded edge throughout the gate. 
Many castings are molded with the 
cope on one molding machine and the 
drag on another, often by a different 
molder, Having part of the gate in 
the cope indicates to the cope molder 
where to use his best facing, and 
where not to set a gagger. Fig. 11 
shows a parted gate at A, which 
covers the board joints in both cope 
and drag, and gives rounded edges to 
all parts of the gate. If the gate is 
made in the drag only, as at B, the 
joints in the cope board will allow 
loose sand to come in contact with the 
metal, and will not permit of rounded 
edges throughout the gate. The ww 
gate should be enlarged before enter 
ing the casting to break the force of 
the metal stream, allowing it to enter 
the mold quietly, as in Fig. 6 


Strainer Cores Are Effective 
Various devices are used to insure 


that the gate 
ing, without putting undue pressure 


is always full in pou 


on the metal, or pouring so rapidly 
as to cause the gate to cut The 
ordinary strainer is about as simple 
as any, gives good results, and a few 
sizes can be used on nearly all jobs. 
One way of using the strainer core ts 
shown in Fig. 138 The core fills the 
double of allowing the gate 


to be choked easily, thus holding baci 


purpose 


slag and dirt, and of reducing the 


force of the metal as it enters the 
mold 

In designing gates, sharp edges, 
sharp corners, and abrupt changes in 
flow direction near the casting musi 
be avoided, Sufficient length of the 
in gate must be allowed to permit the 
metal to straighten out after passing 
through all the bends in the gate 


With a short in gate, as in 


stream 
Fig. 14, the metal will enter the mold 


Mabe,” 


ro a oo 





hig 
the 


in an agitated condition, with more 
cutting effect, than if the metal 1s 
given a chance to quiet down through 
the longer passage as in Fig. 6. Due 
to the swirling or turbulence of the 
metal in the short passage in Fig. 14, 
a back pressure may be set up which 
will allow the gate to be kept full, 
but still not deliver the metal to the 
mold fast enough. 

The knife gate has certain advan- 
tages, but is probably selected for too 
many jobs as an easy means of get 
ting the metal to a low point in the 
mold without the expense of a gate 
core Knife gates are difficult to 
keep full in pouring, and are likely 
to cut Where knife gates are used 
they should be choked as in A, Fig. 
15 If made as in B, Fig. 15, it is 
likely to cut and allow the metal to 
enter the mold with sufficient force 
to cause damage 

For some types of castings, usual- 
lv small, gating in the head is satis 
factory Small heads are inefficient 
feeders, having a large cooling sur- 
face in proportion to their bulk, To 
get the best feeding efficiency from 
a small riser, it sometimes is advis 
able to gate into the riser, so that 
filled metal 
One such gate is shown in Fig. 16 


it is with the hottest 
Of course this type of gate can be 
used only on jobs that are filled 
rapidly. This gate has the advantage 
of coming off when the head is re 
moved, reducing cleaning costs. 

In general, a mold should be a 
neatly made on the outside as on the 
surfaces of copes 


head 


openings smoothed around the edges 


inside The top 
should be slicked down and 
Loose sand allowed to remain on the 
top of cope will eventually find its 
way down the gates or risers. Any 
metal that splashes over the pour- 
ing cup is likely to carry the loose 


dirt on top of the cope down the 


riser into the casting. The neat ap 
pearance of the closed mold is, by 


WHT Strainer Core 


12—This type of cup eliminates one joint Pig. 183—One way of using a strainer core. Fig. 
metal enters the mold in an agitated condition 


example, productive of neatness in 
other respects. 

When patterns are mounted on 
boards, a small fillet should be used 
between the pattern and the board. 
this eliminates a sharp edge of sand 
which is likely to become fragile from 
air drying and wash into the mold. 

Whenever 
washed with a swab, great care must 
be taken that 
picked up and 
the wash. Such 
likely to be picked up by the metal 
stream and carried into the mold. 
The danger is not so much from the 


molds or cores are 
grains of sand 
mixed with 
grains are 


loose 
are not 


loose 


sand itself, as from the reaction the 
sand has with the molten steel, 


Core Halves Ground To Fit 


A common cause for dirt in cast 
ings is from the material used to 
putty up joints of cores. Cores which 
are dried on a plate, especially if 
they are washed while on the plate, 
stick to the plate, and the edges are 
broken when the dried core is taken 
off the plate. When two halves of a 
core are joined together, these brok 
en places are filled with some sort olf 
putty, which is certain to come out 
when the hot metal strikes it. This 
building up the 


joints of core boxes about %& or \4- 


can be avoided by 
inch, and grinding down the excess in 
a core grinder The grinder not 
only gives a perfect joint, but elimi 
nates a lot of labor for pasting core 
In discussing means for insuring 
clean castings, it is well to realize 
that a lot of dirt can come from the 
metal, by improper furnace and ladle 
practices Any sand or dirt intro 
duced into the metal must take tim 
to rise to the surface. Usually the 
time required is more than is safe 
to insure metal hot enough to pour. 
Good steel can be ruined at the fur- 
nace spout by using a dirty spout or 
allowing slag to mix indiscriminate 
ly while tapping The spout must be 
rammed solidly of material that will 
not wash. Slaz may be held bacl 
plugging the tap 
attached to a 
metal to ris 


in the furnace by 
hole with a burlap bag, 
rod, that will allow the 


14—With a short in cate, 
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above the tap hole before the bag is 
removed as the furnace is tilted. 
Upon removing the bag, only clean 
metal starts to flow, and if the fur- 
nace is tilted fast enough, no slag 
will run out until the ladle is two 
thirds full 

Steel never should be tapped into 
a ladle that has a skullin it. A skull, 
upon cooling, contracts, pulling some 
of the lining with it. There is some 
danger of the skull disturbing the 
lining sufficiently to make it danger- 
ous to use, and it is certain that it 
will at least disturb the lining enough 
to allow loose particles of lining to 
mix with the steel Since the lining 
has been vitrified by previous heats, 
the particles so loosened are likely 
to be finely divided and slow to rise 
to the surface Ladles should be free 
from slag, which will soften tip and 
enter the steel all during the pour 
ing. Patching must be done neatly, 
and the ladle should be as hot as it Is 
possible to get it, and perfectly dry to 
the shell. Exeessive pouring tempera 
tures multiply casting difficulties of 
all kinds 

Doubtless some of this discussion 
will appear too fussy for practical ap 
plication However the author be 
lieves that the small additional direct 
expense in being particular about the 
small details in casting manufacture 
is well repaid in lower cleaning costs, 
lower defectives, and greater good- 


will with the customer 


This is the second and concludi: “al 
ticle on the production of Sma Stee 
castings The first appeared in the Or 
tober issue T > ORS 


Cast Tron Caskets 
Used for Over a Century 


Further information regarding the 
use of cast iron caskets has been 
supplied Tu Founpry by D. H 
Meloche, manufacturing division, 
American Radiator Co., Detroit, fol 
lowing the presentation of a _ short 
article In the May issue describing a 
cast iron casket exhumed some time 
ago at Salem, O Not only was cast 
iron employed for caskets during the 
greater part of the nineteenth cen- 
tury, but it is being used today for 
that purpose in the Eternalloy seam 
less casket which is made by the 
american Radiator Co 


It is probabls that the coffin di 


interred at Salem was made _ by 
Crane, Breed & Co., Cincinnati, im 
mediately prior to 1854 \ circular 
of that company dated Nov ei 


1854 stated “the demand for metal 
lic =>. bur ria] eases throughout the 
West, having become such as to re 
quire increased  facilitic for thei 
manutfacture we take this occasior 
to advise our friends, and the pu 
that we have so enlarged our worl 

and matured and systematized out 
arrangements in regard to the detail 
ff our business as to enable us to 
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sometimes is 
it is filled with 


give ample assurances, 


perhaps not as ornate 


circular distributed 


Webster, John 


shutting flange 
made a closer fitting and 


rroove flanges 


accomplished 


white to 1 red, or enough of dry to 
make the mass into the consistency 
of ordinary window putty 

Interesting example located UW 
various parts of the country prove 
the ability of the cast iron casket to 
withstand corrosion over a long pe 
riod of time Records show that a 
cast iron body shaped casket found 
some time ago at Henderson, Ky 
rad been buried 113 years, 9 months 
and 27 days. One exhumed at Coy 
ington, Ky., had been in the ground 
for 75 years and another located at 
Jackson, Miss. had been buried Aug 
1, 1858 In all cases the contents 
were in an excellent state of preser 
vation 

In view of the data collected and 
the opinions of experts, the Americar 
Radiator Co. concludes that an ideal 
corrosion resisting material for 
caskets is a high grade cast iron, be 
cause it retains its original anticor 
rosion characteristics when protected 
from the atmosphere The company 
also points out that when high grade 
east iron is cast into a eamless 
casket body with a seamless lid, and 
when these parts are hermetically 
sealed and buried below the frost 
line the casket will remain prac 
tically forever in good condition ans 
afford perpetual protection for its 
contents This line of seamless cast 
iron caskets is available in a com- 


plete range of styl and finishe 


Book Review 


The Chemical Foro iy. edited by 
H. Bennett, cloth, 537 pages 5% x &! 
published bv the Cher cal Formulary 


Co., Brooklyn, N. Y., and supplied by 
Pur Founpry, Cleveland, for $6.00 plus 


15 cents postage and in Europe by the 
Penton Publishing C« Lt Caxtol 
House, Westminster, Londor 

Thi volume, which contail col 
densed collection of D ct i and \ 


uable formulas for makil 
of products in all field ot ndust 
has been prepared fo the benefit o 
the chemist in industry \t the same 
time, it is pointed out that nonchem 
ical executives, professional men and 
others interested will find conside 

able information in this book on the 
products they may be usi trving 
or with which they e in contact 
An editorial board, con 
ing chemists and engineers in variou 
ndustries and universitie issisted ir 


the preparation of the bool 


For the metal industry nforma 
tion presented unde the following 
headings may prove of interest \l 
lovs, fire proofing, fluxe nd solders 
welding, flotation fuel ce ric 
metals and treatment, platir olisl 
abrasives, metal cleane pre 
ventin pickling, and table 

Chicazo I’neumatie Tool Co Ne 


York, has opened a new branch of 
fice at 1028 Sixth avenues Soutl 


Seattle n charge of A. \ \nderse 








Put Code Provisions into Effeet 


(Concluded from page 20) 
become effective upon the date speci 
fied therein, but such revised = price 
list shall be filed with the agency at 
least 10 days in advance of the effec 
tive date, unless the agency shall au 
thorize a shorter period Copies of 
such revised price lists with notice 
of the effective date specified shall 
be immediately sent to all members otf 
the industry manufacturing such prod 
uct who thereupon may file, if they 
so desire, revisions of their price lists 
specifving the effective date, which 
shall be on or after the date when 
the revised price list first filed shall 
‘o into effect 


Sec. 3--If the agency of any sub 
division or product classification so 
lecides, no member of the indus ry 
within such subdivision or product 


Classificat on shall sell directly or in 
directly by any means whatsoever any 
product of the industry included with 
n a subdivision or product classifica 
tion for which the agency shall have 
given notice requiring the filing of 


price lists, at a price less than the 
price shown for such product in the 
list filed by such member 


Study Base Schedule 


\ scientific investigation to deter 
mine fair price levels to both consumer 
and producer has been undertaken by 
the society Assuming 1926 as con- 
stituting a normal business year in 
the industry, a study has been pre 
pared and a base schedule on a weight 
quantity basis with discounts reflect 
ing prices of various steel casting 
commodities in that period has been 
made available to Ford, Bacon & Davis, 
an impartial engineering firm, for 
study This firm is checking the base 
schedule in various localities through 
out the country and when revised and 
approved it will form a basis for the 
cost and statistical division to deter 
mine a true base level An analysis 
of factors influencing costs of steel 
castings will provide a sliding scale 
index whereby cost levels of steel cast 
ings under varying conditions may be 
referred to this standard or normal 
when determined 
showed that many of the 
items affecting cost were subject to al 
most identical market influences, so 
that for all practical purposes they 
could be grouped together and their 


Study 


fluctuations measured by a common 
factor Thus, the market prices of al 
most all purchased metals were found 
to either follow the steel scrap mar 
ket or the pig iron market. Scrap and 
pig, therefore, had to be accorded a 
place in any index developed All 
other purchased materials from mold 
ing sand to chaplet nails were con 
sidered to vary in price as the com 
bined cost of labor, scrap and pig iron 
t 


varies as compared to the normal cos 
of these items 
It was found that normally the cost 


of labor represented approximately 5' 


per cent of thre total cost of produc 
ing steel castings, varving from about 
1) to 60 per cent in some cases. The 


materials that vary in price according 
to the market price of pig iron, were 
observed to be normally about 7 per 
cent of the total production cost. Like- 
wise, those cost items (principally met- 
als) that fluctuate in price in accord 
ance with steel scrap quotations were 
found to constitute about 14 per cent 
of the total cost 


j 


Other purchased materials and vari 
able cost items that fluctuate roughly 
in accordance with the combined mar 
ket levels for all three of the preced- 


ing elements also were considered t« 
be normally about 14 per cent, leaving 
15 per cent to cover fixed charges 
After much study, the following index 
was finally established 


Normal 


Index Weight 
Klement in Index 
Labor D0.0 
Pig Iron (0 
scrap 14.0 
\ll other Variables 14.0 
All othe fixed 15.4 

Total normal 1o0.0 


rhe dollar equivalent of each of the 
elements in this index was determined 
as existing in 1926, using records of 
the society and published price sum 
maries as quoted in /Jron Age. The 
item “all other variables“ in this dol 
lar translation is given the combined 
weight of labor pig iron and scrap, 
while the fixed charges maintain the 
constant weight. The accuracy of the 
index in revealing charges has been 
checked against a number of statis- 
tical series and found to be correct 
within less than 1 per cent. The cur 
rent position of the index in relation 
to 1926 is 85.5. By use of the index 
it will be possible to measure cost 
fluctuations and make adjustments 
commensurate with current conditions 
at recognized periods 

The application of the open price 
plan is contemplated in the near fu 
ture. This will involve filing with the 
offices of the society by each member, 
current prices on the various classes 
of steel castings sold by each member 
These will be reported to the industry 
and change in prices may be made up 
on filing substitute lists and after a 
10-day 
measure of price control, but without 


period This constitutes a 


any element of agreement or price 


fixing 

\t the closing session Clarence 
Tolan presented the following resolu 
tion which was adopted unanimously, 
affirming the belief of the industry 
that operation under the NIRA will be 
of pronounced value in its progress 
toward a return to normal, satisfac 


tory and profitable operation 

WHEREAS, the code of fair com 
petition for the steel casting industry 
was signed by the President of the 
United States on Nov. 2 and, 

WHEREAS, the terms and provi 
sions of this code, after careful con 
sideration by the members of the in 
dustry have been found to be eminent 
ly practical, satisfactory and fair te 
producers of steel castings, workmen 
engaged in such production and con 
sumers of steel castings, and, 

WHEREAS, the industry is now op 
erating under the code, and, 

WHEREAS, it is the thought of the 
industry that operation under said 
code will have a beneficial result in 
the stabilization of labor and market 
ing conditions, 

NOW THEREFORE, Be It Resolved 
that the Steel Founders’ Society ot 
America assembled in general meet 
ing at Cincinnati, this 27th day of 
November, 1933, is of the unanimous 
opinion and hereby goes on record to 
the effect that the operation of this 
industry under the National Industrial 
Recovery act will be of pronounced 
value in its progress toward a return 
to normal, satisfactory and profitable 
operation, and it hereby declares its 
willingness to support and co-operate 
to the fullest extent with the National 
Recovery Administration toward the 
attainment of that end, and, 

BE IT FURTHER RESOLVED, that 
copies of this resolution be sent to 
the President of the United States, 
General Hugh S. Johnson, NRA Ad 
Adminis 


ministrator, and Deputy 


trator, H. O. King 


Administration of 
Malleable Code Studied 


Discussion of various provisions of 
the code of fair competition of the 
malleable industry featured a meet 
ing of the Malleable Founders’ society 
held Nov. 16 at the Hotel Cleveland, 
Cleveland. John C. Haswell, Dayton 
Malleable Iron Co., Dayton, O., and 
vice president of the society, pre 
sided 

The chairman stated that para 
graph e of section 5, article 3 re 
lating to the “equitable adjustment 
in all pay schedules of employes 


above the had been 


minimums 
given careful consideration by the 
board of directors and that the com 
plete co-operation of the entire mem 
bership would be 
ministrating that portion of the 
code The board of directors has 


recommended 


necessary in ad 


certall percentages 


which, when applied to the hourly 
rate provided in the code, will give 


the minimum pay for various classes 


ot employes 
Means for obtaining cost informa 
connection 


tion were discussed ir 
with the first paragraph of article 5 
(Concluded oy me 54) 
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Vibrator Flask Rapper 


(above) 





Vibrators for all Foundry uses 
From °* x" Plate Vibrators 
to 


8" Flask and Table Vibrators. 


Valves, Fittings, Automatic Oilers—Complete 
Vibrator Fittings for Benches, Moulding Ma- 
chines and Tubs. 


New Department for Servicing Branford and 
Any Other Make of Pneumatic Vibrators. 


Write for Catalog or Vibrator Information 
—Dept. 46 


MALLEABLE IRON FITTINGS CO. 


Branford, Conn., U. S. A. 














The GRIFFIN 
Hot-Blast Process 


jor CUPOLAS 


HE Griffin Hot-Blast 
sumption more than 25 per cent, permits the safe use 
of more scrap in the charges, improves the melting and 
pouring practice at every stage from start to finish, pro- 
motes safety, assures greater uniformity and better 
quality c«f the finished castings and greatly reduces 


Process reduces coke con- 


rejection losses. 


O the thermal and net money benefits of cupola 

hot-blast and high heat recovery from cupola gases, 
the Griffin Process further adds the distinct advantage 
of continuous cupola flow into teapot-spout reservoir 
and mixing ladle, and transfer to the moulds in bottom- 
pouring ladles, for triple elimination of slag and maximum 
efficiency of sulphur control. 


All installations to date have shown a net 
return of at least 50 per cent on the in- 
vestment. 


Write for revised Bulletin No. 532 








THE AIR PREHEATER CORPORATION 

Under management of The Superheater Company 

60 E. 42nd St., New York 

Work Wellsville, N. Y.; feents or 
Besten Philadelphia Pittsburgh Washingten San Francisco 
Buffalo ch land Cinci ti Ft. Werth Tacema 
Chicago St. Paul Indi ti H it Portiand 
Chartette St. Louis Kansas Cit Denver Seattle 
Detroit New Orteans Salt Lake City Les Angeles Spokane 
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Ask for these FREE 


hardened and 


working samples 





SMOOTH-ON No.4 


in new and greatly 


IMPROVED 
COMPOSITIONS 









Smooth-On No. 4AA._ For light gray 
castings and machined surfaces. [las 
high metallic lustre and takes a fine 
machine finish. 


Smooth-On No. 4A. For medium 
gray castings. A fine-grained cement 
that has a good metallic lustre. 


Smooth-On No. 4B. For dark gray 
castings. A cement of coarser ¢rain 
and darker shade. 


YET the free samples. Hold the hardened ones on 
I the card aside of your own product and you will 
see that the wider color and lustre range offers desit 
able selection for any casting. If your filled surfaces 
must be machined note the fine finish on the milled 


portion of the No. 4AA sample. 


Then try the 
improvement over the results you have been getting 
he standard shades may be modified in the apph 
cation. 


rking samples, and note the big 
’ 


:; . ; 

Do vourself and us the justice of making a critical 

test and you will find your filling problems l solved 
Vail the coupon for samples and prices. Smooth- 


On Nos. 444A, 44 and 4B are packed in I-lb. and 
5-lb. cans, 25-lb. pails and 100-lb. kegs 


SMOOTH-ON 











(Concluded from page 52) 

states “‘Subject to the ap 
proval of the Administrator, the 
board of directors shall prescribe a 
cost accounting system which con 
forms to the 
at least 
the uniform and standard method of 
cost finding set forth in the manual 


of accounting issued by the society) 


principles of and is 


as detailed and complete as 


with such modifications therein a 
may be promulgated from time to 
time by the board The board of 
directors shall in accordance with 
such cost accounting system and with 
the approval of the Administration de 
termine periodically fair and rea 


sonable costs of production in the 


industry for different types of mal 
leable iron 

It was announced that the board 
of directors is collecting informa 


tion from various members upoi 


which to base a schedule of fair 
and reasonable costs for the differ 
ent classifications of castings pro 
duced by the industry. The need 
for prompt action in preparing the 
schedule and submitting it to the 
Recovery administration was stressed 
by several members. 

The society adopted the budget for 
the remainder of 1955 and for 1954 
it also adopted a number of amen: 
ments to the constitution which limit 
the seope of the society to the vari 
ous activities connected with admin 
istering the code of fair 


malleable iron industry 


competi 


tion of the 


Is Made Manager 
Of Philadelphia Office 


E. D 
manager of the Philadelphia offices 
of the Duriron Co., Dayton, O., with 
offices at Phila 
delphia. For a number of years M1! 


Brauns recently was made 


1505 Race street, 


Brauns was connected with the e} 
gineering general sales departments 
and for the past year has been In 
charge of the Boston office 


Elects Officers 


Herbert O. Caster, member of the 
Henry L. 
York, was 
elected American 
Gas association at that organization's 


executive committee of 
Doherty & Co,, New 
president _ot the 


fifteenth annual convention held it 
Young 
o* Newark, N. J., viee president of 
Electric & Gas 
president, and 
president, New 


Chicago, Sept, 25-29 P. S. 


the Publie Service 
Co was elected vice 
William J. Welsh, 
York & Richmond Gas Co., 
Island, N. Y. was elected treasurer 


Staten 


Yale & Towne Mfg. Co., New Yorl 
Automatic Trans 
portation Co., and the Walker V¢« 
Manufacturing 
operations will be continued at 101 


West 87th street, Chicago. 


ha purchased the 


hicle Co,., Chicago 


Made Vice President 
Of Equipment Company 


Elmer A. Rich Jr., has been made 
vice president in charge of sales of 
the American Equipment 
Co.. Mishawaka. Ind Mr. Rich one 
brown 


Foundry 


time was manager ol the 


Specialty Machinery Co,., Chicago 





Kimer A. Rich Jr. 


and after he had bought that con 
pany in 1912, its name was changed 
to the Rich Foundry Equipment Co 
and combined with the Sand Mixing 
Machine Co 
American Foundry 
From 1927 until recently 


Chicago. in 1919 to 
form the equip 


ment Co 


Mr. Rich was associated with the 
Burton-Dixie Corp., Chicago, having 
been vice president in charge of 


sales for the past four vears 


Book Review 


1 Prime) New Deal BReonomi 

Frederick, cloth pb 
pages » N 4 inches, published by 
the Business Bourse, New York, and 
supplied by Tur Founpry, Cleveland 
or $2.00 plus 15 cents postage an 
Penton Publishing 
House, Westmin 


by J 


George 


in Europe by the 
Co., Ltd Caxton 
ster, London 


The author has presented in pop 
ular style an interpretive study of 
the principles and policies which un 
derlic the Steps which have to. be 


taken in the effort to stimulate eco 


nomic recovery He first reviews 
man's economic history and then sets 
forth the 12 leading principles of the 
theory and polices ot rovernment 
which has been named the “New 
Deal This is followed by an inte 


pretation of the main projects and 
a discussion of the philosophy behind 
book also includes a 


“The 


the idea The 


“pete ny Donal Richbe on 


New Government Relation To Bus!) 
“Industry Control 
Associations” by 


ness’, One On 
Through Trade 
Gerard Swope; and a discussion e! 
titled “‘The Ending of Economic I) 


potence” by Bernard M. Barucl 


Hear Malleable 
Practice Discussed 


W. R. Bean, vice president, Whit 
ing Corp., Harvey, Ill 
“Recent Developments in Malleable 
Foundry Practice’ at the meeting o 
the Quad-City Foundrymen’'s associ 
ation held Nov. 20 at the Fort Arm 
strong Hotel, Rock Island, Ill Mr 


Bean discussed the various classif 


spoke on 


a 


cations of malleable castings, and de 
melting 
duplexing He 


scribed the practices en 


ployed, including 
also told of a new type of ear ar 
nealing oven being used by a nun 
ber of foundries 

A. E. Hageboeck, F'rank Foundries 
Corp., Moline, Ill... and president of 
the Gray Iron Founders association 
reported on the progress which has 
been made in the code of fair con 
petition for the gray iron industry 
Harry F. Henninger Internationa 
Harvester Co., Rock Island, Ill... and 
president of the association, presided 

The next meeting of the group wi 
be held Dee. 18 at the 


hotel, Davenport, Iowa 


Blackhaw 
and will 
devoted to a discussion of “The Ele« 
tric Furnace and Its Operatior 


, 
| 
Eastern Plant 


Holds Accident Record 


The Wilmington, Del... four 
duPont deNe 


mours & Co. Ine., has the bes no-l 


machine shop ot E I 


urv reeord for the foundry nadust 


accordme to esponses to 


juest Dy the metals section of the N: 
tional safety council for ecords ey 
ceeding 100,000) man-hours 
Pont plant operated 615,556 man-hnout 
before an accident terminated the ru 
on April 1932 Mackintosh-Hem} 


ill Co.’s plants at Pittsburgh an 


Midland, Pa., operated 272,923 an: 

P55 011 man-nou espectivel wit 

out accidents 

Move Headquarters 
Headquarte s of the \me ! ~ 

cietv for Testing Materials will be 


moved on Jan. 1 from the Phil idelp) 
Engineers club building to the \t 
lantic building 260 Sout Bre 


street, Philadelphia 


Hendricl 


(,eorge K 


nanager:; George S Hendri¢ 0 
sales manager, and Albert |] Spit 
glass, director of research of the R 
public Flow Meters Co Chica: 


nave heen elected Vice pre 
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VEX Yolod i slist-lale me 


Heroult 


ELECTRIC FURNACE 
to Meet Your 
Requirements 





American Bridge Company designs and 
constructs electric furnaces for all standard 
requirements and is prepared to make 
special designs to answer special needs. 
Capacities, 4 ton to 100 tons, open-top, 
chute, machine, or hand charging. Basic 
or acid operation. Extra sturdy construction 
for turning out superior gray iron, steel, 
and other ferrous materials—particularly 
adapted for stainless irons and stainless 
steels. High-powered transformers and 
multiple voltage control give maximum 
efficiency and keep down costs of operation. 










AMERICAN BRIDGE COMPANY 


SUBSIDIARY OF UNITED STATES STEEL CORPORATION 


iffa General Office: Frick Building, Pittsburgh, Pennsylvania 
@ 


fs) Contracting Offices: Baltimore, Boston, ee Cincinnati, Cleveland, Denver, Detroit, Duluth, 
8 ) Minneapolis, New York, Philadelphia, Pittsburgh, St. Louis, Salt Lake City. 


Pacific Coast Distributors: Columbia Steel Company, Russ Building, San Francisco Export Distributors: United States Steel Products Company, New York 

















Illinois 











Fire Clay and 
Fire Clay Fiour 

Fire Clay Brick :°!& '-. 

Therm-O-Flake Insulation 


—4 











Any TAMASTONE Job Is Simple 


\ perfect pattern duplicate, showing one TAMASTONE half (on the 
right) matching exactly the original wood pattern. No shrinkage 
—the calipers prove it. No costly materials, only 60c worth of 
TAMASTONE, Minimum finishing labor. Just asimple pattern job; 
but TAMASTONE does hard jobs as simply as easy ones—quickly, 
accurately and cheaply. 


To use TAMASTONE is simplicity itself. Shipped in powder form in moisture- 
proof containers, it mixes with water only. It pours freely and flows into the 
finest detail. In one hour it is dry—finished, cement-hard, moisture proof and 
smooth as glass. That's why TAMASTONE is **The Perfect Pattern Compound.”’ 
Let our representative demonstrate. 


TAMMS SITLICA CO. 


228 North La Salle St... . Chicago, Il. 
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Wasting his time with both hands 


DLE curiosity occasionally prompts 


me to read that section of the 


paper bearing various titles ac 
cording to locality but which prop- 
erly and appropriately should be 
headed The Wailing Wall This sec 
tion is made up of letters from cer 
tain members of the community af 
flicted with real and imaginary men 
tal diseases ranging from ‘‘How can 
I get him back’’ to “How can I get 
rid of him.” Now and again the 
position of the sexes is reversed, but 
taking the situation by and large, at 
least so far as I have noticed——-as TI 
said before I am not a steady reader 

the ladies, God bless ‘em, from 15 
to 35 form the complaining majority 

If a person had the time and in- 
clination, this age feature presents 
an interesting field for speculation 
especially in those cases where fur 
ther complications are introduced by; 
the casual admission that the oldest 
son is 24 and is thinking of getting 
married Apparently 35 is the dead 
line and we infer that 
(a) a lady over 35 is competent to 


safely may 


handle her own affairs without ad 


vice cr assistance from any person; 


or (b) that after 35 she is reconciled 
to her fate and willing to admit eyni 
cally that all men look alike with 
bags over their heads on a dark 
night 

Protestations of the wailing wall 
devotees do not affect me to anv ex 
tent In some instances they afford 
a mild measure of amusement In 
others I am moved to wonder why 
some interested party of the second 
part has not effected a cure by the 
laying on of hands Empty 
find favor with some practitioners, 


hands 


but competent authorities assure me 
that the 
ous and the resulting recovery more 
rapid filled 
comfortably with something solid, a 
. a base ball bat, a length 
of gas pipe or even a broom handle 


treatment is more efficaci 
where the hands are 


barrel stave 


Instances are on record of where the 


56 


The Adventures of Bill 


BY PAT DWYER 


butt of a fishing rod has effected 
miraculous cures, but this practice 
is not recommended. The abuse usu- 
ally wrecks the leaders which carry 
the line from the reel to the tip 
No man worthy of calling himself 
a man, deliberately would ruin a 
good rod 
While the 
wailers do not raise my blood pres 
sure to any noticeable extent I en- 
tertain the most profound admira 
tion for the vivacity, versatility and 
wide range of knowledge displayed 
by the lady who conducts the depart 
ment, a regular feminine replica of 
the justly famous Father O'Flynn 


Coaxing the aisy ones 
Helping the crazy ones 
And belting the lazy ones 
On with a stick! 


She never falters, never slips She 
knows the answer to every prob- 
lem and deals the answers as read- 
ily, swiftly and apparently with as 
little effort as might be displayed 
by the eandidate for aldermanic 
honors making promises before elec 
tion, or, in ignoring these promises 
after election 

In a recent typical instance ‘‘Puz- 
zled”’ presents the important infor 


mation that she is 18, golden hail 


lamentations of the 


large blue eyes, a perfect figure and 
that she has been told she is ador 
able by several of the boy friends 
This information has not caused her 
to cut any of her old friends or to 
look down upon them in any way 
She is good natured, full of fun and 
likes to dance. However, she _ is 
faced with a serious problem. One 
of her boy friends, a swell fellow 
only he is not working now, asked 
her to marry him as soon as he gets 
She loves him dearly and is 
yes, but 


a job 
tempted to say unfortu 
nately he has two disgusting habits 
He gurgles his soup and he wears 
his hat at a ridiculous angle The 
gurgling might be tolerated 
but the hat on one side makes het 


soup 


want to scream She has pleaded 
and pleaded with him in vain to 
wear his hat straight 


The conductress of the colum: 
very sensibly told her to drop this 
unspeakable person and kind of take 
a look around for something nearer 
her specifications. 


t 


I regret to say that Bill does no 


share my admiration for the gifted 
column conductress. 

“Just a mess of boloney His 
exact words, if you please! “She 


just tells them feather heads and 
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Looks like the little lady in the window will have to work over time 
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nit wits, what they want to hear 
Hat on the side of his head, indeed! 
What's 
you forvr bits right now that the lit 
tle fairy letter is 


cocked so far 


wrong with that? I'll bet 

who wrote the 
wearing a hat over 
one eye that she has to depend al 
together on the other eye to find 
around. If that lad has 
any sense he will fly for the tall tim 
ber the he nd 


ing her single eve in his direction! 


her w ay 


next time he 


Sees her 
‘“‘However,” said Bill, cooling down 
a little, ‘“‘strange as it may seem, all 
the extraordinary questions do not 
fall into the love lorn editor's grab 
bag.”’ 

‘No?”’ 

admitted 
love 


“Of course he 
**the 


mae 


nanimously, lorn adviser 


gets a 


greater number and the ap- 


peal in many is more gripping and 
poignant, but I get one now and 
that kind of taxes the re- 

Rocks the old 


it's pedestal and in a 


again 
sources statue on 


general ways 


leaves me up near the head waters 
of salt creek without a paddle.” 
‘You astound me, my dear Mr 


Bones I cannot conceive any cir- 
cumstance or combination of circum 
as you very neat- 
rock the old statue on its 
mud 


with the tide run- 


stances that could 
ly put it 
pedestal or maroon you on a 
flat in salt 
ning out 


creek 


‘To the best of my recollection 


I said nothing about mud flats or 
the ebbing tide, but I think you get 
the idea in a general way, and ‘“‘dis- 
missing this debatable point with a 


hand ‘‘that probably is 


about as much as I could expect 


wave of the 


“Blessed are the meel 
pect little and they 
Sometimes they get left up salt 
creek All of which 
mind me in a kind of a round about 


They ex 
usually get less 


seems to re 


way that you were referring to a 
species or type of question, presum 
ibly spelled 


had the 


with a capital Q. whicl 
effect of leaving you speech 
less and gasping; speechless like a 
graven image rocking on its pedestal 
and gasping like a fish stranded in 
one of the tributaries which trickle 
into salt creek at the height of the 
rainy season That is how the 
agenda seems to stack up at the mo- 
ment, but of 
‘I shall be 


explanation or 


course,’ courteously, 
happy to consider any 
mitigating circun 
stances which in your opinion quit: 
properly may be introduced at this 
stage 

“You may omit the preamble and 
If there 


than an 


remarks 
is one thing I hate 
other 


the introductory 
more 
it is for a fellow to go beat 
half an 


ing about the bush for 


nour 

“Sez you Bill interrupted 
‘Liste That is, doubtfully, “if 
vou are capable of listening Your 
generously far flung ears seem to 
disprove the theory that organs no 


longer in use, gradually at—at—at 
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something oO! ovine! you Kno 
what I mean, gradually dry up and 
disappear Atrophy, that's the 
Your ears, at least up to the pres 
ent, have not atrophied, but the in 
ner works, | fear are a total loss 
The ears are the ears of Esau ac 
cording to all 


bird but the 


accounts a wild and 


hairy hearing is that 
pollywog Get a 
then tell me 


would have 


of a tadpole or a 


load of this and what 
line you followed had 


the inq! irv been directed to you 
We would 


on the 


informatio! 


construction ot a turnace tor 


appre ciate 






































Were 


Ain't 


unreasonable 


men the most 
creatures? 


running brass ingots. It is our in 
tention to construct this furnace our 


selves, figuring on a continuous 
stream Not having much experi 


ence along this line we ask that you 
kindly advise on how difficult this 
proposition might be At present a 
favorable market exists for brass in 
gots and we propose to take advan 
tage of this condition Any addi 
tional information on this subject 
will be appreciated. 

“that Mr 
Punch’'s classic reply to the lad seek 


“Seems to me,” I said, 


ing matrimonial advice would appl: 
in this case and cover the subject in 
an admirable manner.” 

“That's 
Now I am 


think, hey 
supposed to ask, ‘And 
who is Mr. Punch?’ and that 


will give you a chance to knock m¢ 


what you 
pray 


cold with the hilarious statement 
that he is the senior partner in the 
Punch & Shear 


cutups for years on 


well Known team of 
knockouts and 
the vaudevills 
lad You'll 
with something a trifle less obvio 
Something more in the line of ‘Who 


circuit No, no, my 


have to cOme around 


was that lady I seen you an’ a dog 
night?’ 
“Indeed you do me a grievous in 


walking with Sat’dee 
justice I had no thought of hilarity 
in mind when I referred to Mr 
Punch, the whimsical, imaginary 
personification of what is regarded 


as the oldest and greatest of Britai: 





! orous publication 1 one ort 
casiol the burlesque question nd 
nswe aqepartment = ol t t public 
tior presented the cry or appe 
from prospective bridegroom I 
shall greatly appreciate your advice 
on engagements, marriage nd wed 
ding ceremonies 

On hand vo would be ne ned 
to sav that some lad had his day 
work cut out for him lit ipplying 
i tul answer to that ing ry Not 
the veteran M1 Pune H col 
pressed all the availabl informa 
tion on the subject into ons j 
word ‘Don't’! 

‘That is the same answer I should 
give any person who a my ad 


vies about building a furnace or 


of going into the busine of manu 
facturing brass ingots In the first 
place existing plants have a capacity 
greatly in 
In the 


chemical and 


ePVcess ot req iremenf?t 
second place the closest 


metallurgical upervi 


sion is required in a plant of that 
kind Brass ingots today must con 
form to exceedingly rigid pecifiea 
tions In the third place no ordi 
nary person can supply information 
on the construction of a_ furnaces 
without more data than a 
furnace for running brass ingot 
figuring on continuo 

stream 

“Well said Bill I'll tell you 
My first reaction wa imilar to 
yours Then I reviewed the itua 
tion from several other angles and 
decided instead ol simply saying 
Don't’ that I would touch briefly 
on the subject of furnace Iron 
the man’s letter head showing a cer 
tain established line of busines | 
assumed that this proposed brass i: 
got making venture was to be taken 


up as a side line 
Although 
supports the 


nothing in the 
assumption tili it 1 
entirely within the bound of pos 
ibilitv that a 


eithe is on thre 


skilled ingot maker 
premise ol wit 
distance 


in hailing should the pro 


posed venture become an actuality 


The flaw in this theory is wit! 
that 


naturally 


man of kind available, the in 


quire! would tur 

rather 

technical information 
“When he speal about 


his own 


to hill 
than to an outside ource for 
buildit 
furnace and of the metal 


running in a constant tream, the 


natural inference is that he ha ul 
reverberatory furnace in mind Tl 
is one of the oldest types of furnace 


in the world The constructior 


fairly simple A number of plate 
and tie rods hold an elongated arch 
with a firebox at one end and a 


stack at the opposite end The 


stock is charged on the hearth in 


mediately below that point on the 
arch where the flame reaches it 
maximum intensity The molten 


well or 


tapped 


metal flows by gravity to the 
from which it i 
as required 

(Concluded o pade %) 


reservoir 

















ORDEL 


Reg. U.S. Pat. Off. 


Core Sand 
BOND 


v 


Bakes in shorter time. 


Can be used in 
smaller proportion 
than other bonds 


Involves the smallest 
amount of waste 
in working 


v 


Let us prove the advantages claimed 
for KORDEK. An experienced, 
practical foundryman will gladly 
demonstrate it in your own plant. 


Write us today, outlining your problems. 


v 


CorRN PropuctTs REFINING Co. 


17 Battery Place, New York, N. Y. 
#5 











Auto Malleables 
Plumbing Goods 
Stove Burners 
Manifolds 

Pipe Fittings 
Vacuum Cleaners 
Condulets 
Carburetors 
Specialties 





Cores for the above castings are being 
made universally on our machines, result- 
ing in greatly increased production and 
better cores. 


We have a machine for your job. 


Your Correspondence Solicited 


Wm. Demmler & Bros. 


Kewanee, Illinois 











AIR 
ulmosan SUPPLIED 


REG. U. S. PAT. OFF. 


SAND BLAST HELMET 


No. 
64 





A complete, comfortable covering for the entire head for 
protection against fine dust and particles. Air supply 
keeps fresh air inside heimet at all times. Furnished in 
two Models No. 64, $13.50 and No. 65 Made in Chrome 
Leather, $18.00. Write for further details. 


PULMOSAN SAFETY EQUIPMENT CORP. 
176 Johnson St. BROOKLYN, N. Y. 
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Individual Co-operation Necessary 


(Concluded from page 21) 
cult and expensive to remove. Keep- 
ing the foundry floor off the ceiling 
is a man size job. 

Now to return to our subject. Ven- 
tilation is a problem everywhere. A 
ailigent survey of existing equipment 
may develop the fact that by small 
expenditures, we can improve condi 
tions. Inspect your dust arresting 
equipment. See that the rapping de 
vice is in order, that the screens are 
in good condition, and that they are 
rapped, and the hoppers emptied 
regularly. Repair any leaks in pipes. 
See that the valves close properly. 
Chutes should be kept in good repair 
and when emptying arresters, respi 
rators should be worn by the men 
whose duty it is to perform this 
work. If refuse from the arresters 
is not removed at once, keep it in 
containers or wet down until it is 
removed, and above all, watch your 
air velocities and make sure you are 
removing at all times at the source, 
as much of the fine particles of dust 
as the equipment was originally de- 
signed and installed to do. You pay 
for the current the motor consumes 
to operate your suction equipment, 
Therefore get the proper return for 
that expenditure. 


Remove Helmet from Room 


Do not store or allow sand to ac 
around blasting 


Make sure you are re 


cumulate 
equipment. 
ceiving the proper air changes in 


your 


your sandblast rooms. Inspect you! 
masks to the amount of air purging 
The wearer is prone many 
partially 


through. 
times to just “erack”’ or 
open the valve, and when this is 
done he is not getting the full pro 
tection for which the helmet was de 
signed. See that the helmet is re- 
moved from the sandblast room and 
stored at the end of the day in a 
dust tight cabinet, instructing the 
wearer to clean before re-using. 

In your cleaning rooms’ where 
tumbling barrels are used, we deal 
again with velocities. Piping dili- 
gently should be inspected and kept 
in good repair. Make sure traps are 
performing the service they were 
designed for. It might be well to 
keep floors in this department wet 
down. Remove the day’s accumula 
tion of refuse at end of the day’s 
run. When cyclones are used, make 
sure you are not exhausting at the 
level of windows which may be 
opened in other parts of your plant 

We will have to look for co-opera 
foundry equipment 


who serve oul in 


tion from the 
manufacturers 
dustry. Equipment will have to be 
furnished us not to meet existing 
codes, but as dust tight as human 
After 


the equipment is installed, it will be 


ingenuity can design them 
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Dual Responsibility 


ype factors must be consid- 
ered by the foundryman in 
solving the problem of plant 
housekeeping. The first per- 
tains to the installation and 
care of proper equipment to 
control and collect dust at its 
source. The second relates to 
educational work necessary to 
secure complete co-operation 
on the part of workmen and 
foreman in Keeping the plant 
and its surroundings clean and 
healthful. This article, which 
touches on both phases of the 
program, is from a paper pre- 
sented at the recent Chicago 
meeting of the National Safety 
council, The author is con- 
nected with the National Foun- 


ders’ association, Chicago. 











the purchaser's responsibility to see 
that it is regularly inspected and 
maintained to perform the _ service 
for which it was originally designed 

And we refer again to the employe’s 
responsibility. When he elects at his 
own option to work in a foundry, he 
should be willing to co-operate and 
wear the safety devices which are 
provided by his employer, and he 
should also assume the responsibil 
ity to see that the equipment is well 
eared for and properly maintained 

We would like to take the liberty 
of calling to your attention two in 
teresting articles written by W. F 
Terry, of the department of Indus 
trial hygiene, Harvard School ot 
Vublic Health, Boston. It is suggest 
ed that anyone having dust arrest 
ing equipment in their plants, write 
for reprints of these articles which 
were published in the May and June 
issues of Heating, Piping and Air Con 
ditioning, under the title of “The Ope: 
ation and Maintenance of Cloth-Screen 


Dust Arresters.” 


Book Review 


fir Conditioning, by James A. Moy 
er and Raymond U. Fittz, cleth, 390 
pages, 6 x 9% inches, published by 
the McGraw-Hill Book Co., New York, 
and supplied by Tue Founpry, Cleve 
land, for $4.00 plus 15 cents postage 
and in Europe by the Penton Pub 
lishing Co. Ltd... Caxton House, West 
minster, Londen 


Remarkable progress in methods of 
regulating the temperature and hu 
midity of indoor air, especially in in 


dustrial plants and public buildings, 


provdes a wide field of interest for 


this volume. Further developments 


n 
the line of air conditioning equipment 
for residences brings forth the state 
ment that it is likely there will be 
un expansion in the air conditioning 
industry durng the next decade that 
will be comparable with the great ex 
pansion in the automobile industry 
from 1919 to 1929 

The first half of the book covers 
the theoretical fundamentals and dis 
cusses such phases of air conditioning 
as air filtration, refrigeration, humid 
ity control, etc. The second part pre 
sents a thorough study of design re 
quirements, including such features 
as examples of typical air condition 
ing designs, with the necessary calcu 
lations, for oflice buildings, theatres, 
restaurants, tood factories and textile 
mills, 


railroad passenger cars, and 


residences 


The Adventures 
Of Bill 


(Concluded from page 7) 
“Design of an air furnace § (the 
usual name for a reverberatory fur 
nace) depends to some extent on th 
handled 
where soft coal is em 


volume of metal to be 
Grate area 
ployed, and auxiliary air supply 
where other fuel is used, bear a di 
rect relationship to the weight of 
the metal charge In addition to 
promoting combustion the air must 
pass through the furnace with suf 
ficient velocity to deflect the flame 
on to the metal with greatest effect 
The slope of the arch, the height of 
the stack and the distance from fire 
box to stack, also are important fac 
tors Assuming 25 pounds of coal 
burned per hour per square foot of 
grate area, some authorities contend 
that space must be allowed between 
the fire bars for the passage of 230 
cubie feet of air for each pound of 
coal, or 50 per cent more than the 


theoretical volume required 


“From the foregoing it is appar 
ent that the construction of thi 
should not be at 


simple furnace 


tempted by an amateur Plans and 
specifications may be had from 
foundry engineers and furnace build 
ers Advice, and if possible practi 
cal supervision, from a competent 
person should be had in the econ 


struction of the furnace 


f fur 


miscel 


“Several sizes and types ¢ 


naces suitable for melting 


laneous scrap, now are available 
They are equipped to burn gas o1 
oil, or to operate on electric current 
sefore proceeding further with the 
construction of the proposed rever 
furnace’ | gested he 


should get in touch with the various 


be ratory 


furnace manufacturers pecialists In 
the construction and operation of de- 


vices for melting metal 
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Sand Blast 
Sand 


FOR FAST CLEANING AND FINE FINISH 
standardize on Diamond Sand Blast Sand. It 
gives results that are impossible to duplicate 
with other forms of abrasives, and besides, it is 
the most economical cleaning agent you can 


name, Diamond Sand Blast employ. 
Sand is clean, sharp, fast 


cutting. Ideal for all manner WASHED, DRIED AND SCREENED SPECIAL SANDS FOR 
of sand blasting, being es- STEEL MOULDING, FURNACE BOTTOMS, CORES, 
pecially prepared for this OPENERS,—AND SILICA FLOUR 


kind of work. 


Call on us to assist you in OTTAWA SILICA COMPANY 


solving your sand blast prob 


eis Ottawa, Illinois 











IKE the diamonds from 
which we take the brand 











ARCADE CHERRY SLIP FLASK 


Highest Grade Lumber 





Very Accurate Dimensions 
Reasonable Prices 
Jackets to Fit 


ARCADE MANUFACTURING COMPANY 


Freeport, Illinois 














SAND CONTROL 


Leads to 


CAST METAL AGE : 


The Cast Metal Age is attainable. Controlled Sand offers the 
most rapid method of producing ! ‘gh duty ONE PART Castings 
For example, the elimination of up to 250 separate fabricated parts 
Stop shipping defective and doubtful castings. Sand Control elimi 
nates that greatest source of defective castings which has prevented 
foundry progress 

Foundrymen — Progress With Sand Control! 





A copy of our Technical Catalog is the beginning. Write 
Universal Sand Strength Permeability 


wen“ Harry W. Dietert Co. 


676 W. Grand Blvd. Detroit, Mich. 
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1-A 
i-B 
i 

\ 

12 
i-A 
5-B 
»-D 
T-A 
i-k 
%-A 
8-B 
& .4 
%-D 
$-h 
1-A 
2-A 
B-A 
3-B 
4-A 
4-B 


(Concluded from 60) 


page 


county, Pennsylvania 


All of 
Cambria 
Ohio 


District Cambria 
Wheeling 
No { (except 
Hancock 


Virginia 


Johnstown 
Pennsylvania in 
and the 
Marshall 


Pittsburgh District 


Division County) 


(‘ounties of Brooke and 


in West 


hieserve 
eastern Ken- 
and that 
Divi- 


Federal 
Pa., 
Virginia 
included in 


Note No. 4 constitutes 
district No, 4 (except Erie, 
tucky and Ohio) and West 
part of Pennsylvania not 


No. 1. 


Division 


Sion 


West Virginia, except 
Marshall counties 

No. 5 north of 
Ashland, © 


county 


District All of 
Ohio and 
All of 
ind 
‘ eounty) 


West 
Hancock, 
North 
a line 
(except Er 


Virginia 
trooke, 
Division 
through 


Ohio District 


drawn east west 


and Columbiana 


No 5 
No. 4 


Federal 
Pennsylvania) 


Note lbivision constitutes hieserve 


district (except 


No. 5 south of a 
Ashland, © 
and 
Bucy- 


Division 
west 


All of 
and 


Ohio District 


drawn ¢ 


South 
through 
and Erie county 
Alllance, Lima 
Kast Liverpool 


lime “ast 


(except Columbiana county) 
Massillon, 


Sandusky and 


includes Canton, 
rus, Marion, 
Chicago switching § district the 
DuPage in Illinois and Lake 
the Counties of Kenosha 
Wisconsin 

of 


Division 


Chicago District 
and 
Indiana, and 
Milwaukee in 
District All 

all Illinois in 
county and 


(‘ounties of Lake 
county in 

Racine and 
Indiana except 
No. 6 
Chicago switching district) 
lowa and Wisconsin (ex 


and Milwaukee 


Indiana-Illinois 


Lake county: of (ex 


cept Lake 
Minnesota and 


Racine 


all of 


cept 


Kenosha counties) 


feSer ‘ 
hk ry 


No. 6 
No. 7 


constitutes Federal] 


No. 4& 


N ote Division 


district and 


of Monroe 
Macomb 


Counties 


Oakland 


District 
Wayne 
Michigan 


Detroit Jack 


Washtenaw 


Lenawee 
son und 


Michigan District All of the State of Michigan ex- 
counties embraced in District 6-C 

District——State of 
lhistrict St 
Madison 
District 


Districts T- 


ce pt 
(‘olorado 


and St 


Colorado 
St Louis 

Missouri, 
Midcontinent 


cluded in 


Louis Louis county 
Illinois 


not in- 


and St. Clair 


All of 
A, 7-B 


counties 
No. 7 


Division 


Note No 7 
No. S (except 
Arkansas) 


Federal 
Mississip 


Division constitutes eSery 
district 


pi and 


Tennesse: 
and No, 10 


Seattle District States of Washington 
Nevada 


San 


Oregon aha 
All of California 
through 
California 
the state of 


north of 
Calit 
included 
Arizona 


District 
and 
District 


Francisco 
west Iresno, 
All of 
and all of 
the State of Utah 
of Division No. § 
§-D 


line drawn east 
Angeles 

in District No. 8-B 
Utah District All of 
kl Paso District Al] 


in Districts 8-A, S-B, 8-C 


Los not 


not included 


and 


constitutes 
and that 
No. 11 


Federal 
part of Federal 
not included in 


Keserve 
Re- 
Divi- 


Division No S 
district No. 12 
district 

No. 3. 


Note 


serve 


sion 


Schedule C 
Minimum Rates of Pay for General Labor 


Minimun 

Rates, Gen 

eral Labor 

District Cents per Hour 


Eastern District , 35 


Buffalo District “8 


District. jan 25 
District °4 


Southern 


Birmingham 


District . sone _— 37 
District 40 


Johnstown 
Pittsburgh-W heeling 


4-( West Virginia District 37 
»-A. North Ohio District 40 
5-B. South Ohio District chen 37 
6-A. Chicago District . sibatoaat ; 40 
6-B. Indiana-Illinois District ; 37 
6-C. Detroit District navies , 40 
6-D. Michigan District 37 
7-A. Colorado District 40 
7-B. St. Louis District . ‘ 37 
7 -( Midcontinent District 35 
8-A. Seattle District 38 
8-B. San Francisco District 37 
S -¢ Los Angeles District 35 
8-D. Utah District ........ 39 
8-1 kl Paso District . = ; 25 
SCHEDULE D 
List of Unfair Trade Practices Relating to Miscellaneous 
Castings 
This schedule relates solely to the production and/or sale of 


miscellaneous Castings and has no application to specialties. 


For all 


practice 


shall be an unfair trade 
the 


any of 


this code, it 


purposes of 


miscellaneous cast- 


the 


engaged in 
do 


for any member 


branch of the industry to following acts 


Ines 
prospective 
agent, 
pur- 
other 


purchaser o1 
officer, 


sre 1. Make or 


any 


promise to any 


purchaser of product, or to any employe, 


or representative of any such purchaser or prospective 


chaser any bribe, commission or split-commission, or 


pavment or remuneration, directly or indirectly 


Sic Extend to any special privileges or con 


purchasers 


including allowances for machining and/or welding 


cessions, 


(except where explicitly agreed upon to repair specific Imper- 


not ex- 


services 


like 


castings), pattern alterations, or other 


the 


fect 


tended by industry to all buyers under terms and 


conditions 


services it 


Sie Purchase from customers e2oods and or 
prices higher than the market for such goods and or services 
tor the purpose of influencing or inducing the purchase of cast 
Mes 

Sree i. Absorb all or any part of the machining cost ol 
custines sold as machined castings 

Shu Enter into quantity contracts with buyers without 
obligation on their part to take delivery of the quantities 
pecified in the contract or on the quotation, for the pul 
ose of vivinge unwarranted prices 

Sec. 6. State in the invoice of any product sold by a mem- 
ber of the industry as the date thereof a date later than the 
iate of shipment of such product, or include in any invoice any 
product shipped on a date earlier than the date of such 
invoice, for the purpose of furnishing such product at prices 
lower than would otherwise prevail or for the purpose of ex- 
tending the customer's time of payment 

Sec. 7. Allow terms of payment more favorable to the cus- 
tomer than net thirty days from date of shipment, or a dis- 
count of one half of one per cent provided payment is made 
within 10 days from date of shipment 


SCHEDULE I 
List of Unfair Trade Practices Relating to Specialties 


Sale 


This the 


of specialties and has no application to miscellaneous castings 


schedule relates solely to production and/or 


For all purposes of this code it shall be an unfair trade 
practice for any member engaged in the specialties branch 
of the industry to do any of the following acts 

Sire 1. To make terms of payment in connection with sale 
tor domestic use more favorable to the customer than 30 davs 
net cash from date of invoice 

Sec. 2. To make for the purpose of influencing a purchase 
inv promise as to delivery, or other matters which obviously 
is impossible of performance 

Sec. 3. To employ any unfair trade practices which may be 
established for any product classification by the administra- 
tive agency for such Classification appointed in accordance 
with Article VIL of this code and aupproved by the President 
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STEEL ABRASIVES 
and Cut Cleaning 
American ‘Eversharp’”’ chilled 
steel Grit and American ‘‘Stand- 
Abrasives at their best—Selected 
Alloy, hardened by chilling, tough- 
closely to full range of sizes. They 
cost you less per ton cleaned and 


STANDARDIZED 
Costs in Half For 1934 
ardized”’ Steel Shot are Blast 
ened by heat treating, graded 
they do better work. 


Write us for samples and prices on these better Abrasives 


The American Steel Abrasives Co. 
Galion, Ohio 








Carload 
Shipments 
from 


ERIE, PA. 
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ROBESON PROCESS CO. 
AMERICAN GUM PRODUCTS CO. 
230 Park Ave. New York 











ALLOY 
CAST IRON 


Here to stay! 


Nich rome* B is an easy, 


practical, flexible, economical 
means of making an alloy addition. 
When it 


duces castings of dense grain struc- 


added to cast iron pro- 


ture and reduced porosity, harder 
castings that withstand wear and 
abrasion. 


DRIVER-HARRIS COMPANY 
HLARRISON, NEw JERSEY 
Morristown, N. J. 


England France 


Italy 


(Chicago Detroit 


Cleveland 


Distributed by 
H. L. E. Meyer, Jr. & Co. 


Los Angeles, Cal 


Debevoise-Anderson Company 


New York Boston Philadelphia 


San Francisco, 


*Trade Mark Reg. U.S. Pat. Off 


Stocks at 


Detroit, Mich 
Holyoke, Mass 
Indianapolis, Ind 
Milwaukee, Wis 
Minneapolis, Minn 
Newark, N. J 


New Haven, Conn 
Philadelphia, Pa 
Pittsburgh, Pa 

St. Louis, Mo 
Toronto, Ont 
Montreal, Que 


Birmingham, Ala 
Boston, Mass 
Buffalo, N. Y 
Chicago, II! 
Cincinnati, Ohio 
Cleveland, Ohio 








Carload 
Shipments 
from 
Ausable 
Forks, N. Y. 
and 
Erie, Pa. 


tew vant 














BINDER 
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Works, Chicago, and previously was Tillman D. Lynch, 66, consulting 


o 
Obituary identified with the Mumford Molding metallurgical engineer, Westinghouse 


Machine Co., Chicago, which later was Electric & Mfg. Co., East Pittsburgh, 

N. BATTENFELD, for many years absorbed by the Hanna Co. He entered Pa., and past president of the Amer 
J an important figure in the foundry the manufacturing field in 1887 with ican Society for Testing Materials, 
quipment industry, died recently at the Gates Iron Works, which was died at his home in Edgewood, Pa., 
home in Kansas City, Mo Mi taken over by the Allis-Chalmers Mfg recently Mr. Lynch was born in Haz 
Battenfeld was born in Germany (‘o. in 1901 He w the first presi ison, County, W. Va., in 1867 and 
April 2, 1863 and emigrated to Ame! dent of the National Founders asso- eraduated from Virginia university in 
ca when he was 12 years old. His lation 1891 with the degree in civil engineer 
t job was with the railroads and Alexander Legge, 67, president of ing Upon graduation he joined the 
ter he became general storekeepe! the International Harvester Co. and contracting and inspecting engineer- 
or the Big Four railroad at Bellefon first chairman of the federal farm — om CS. Ww. G. Pare 6 Cs, 
ine, O lie then became interested board, died Dec. 3 at his home in a Pittsburgh, doing inspection work at 
the manufacture of molding ma uhusl of Chileans ia death was mill, foundry, shop and field erection 

. mG wa onnected wil the jue to heart disease In 1891, he From 1895 to 189 7 aes caarge & 


took a job as collector for the Inter 


national Harvester Co. in Nebraska 


ater becoming a sale manager, h 
1906 he was made assistant gener: 
ales manager, in 191 reneral mat 


izer and vice pre ident, and it 1922 
president of the company In 1929 


e was named by President Hoover 








I irmal! of the ne or ed fer 
ral farm board 
\lo ol Lé Bb t ' t ‘ 
Vest Virgi \I eable [ve Co 
Pour Ple nt, W \ ( 
ome il I () noe N J Ne Z 
Ie wv bo in Mau ( P 
imMuatec Tro! Le I I é 
\ sethieher I ISSS and fo 
he follow I ] ‘ vit he 
fennsvivan lroa \fte ho 
Lie i i istant 1 I er oT € ctior 
or the Americal Bridge Co he e} 
ered the maintenance of wav depa 
ment of the Baltimore & Ono tilroad 
From 1904 to 1911 he served a chief 
‘neinee ot maintenance ot \ \ To! 
: the Missouri Pacifie svsten Tillman D. Lynch 
J. N. Battenfeld 
Sam Swedenborg, 64 eneral mal 
er, Phoenix Foundry & Machine Co 
= e Chicago office of that Fro 
berkshire \its CO Cleveland, tor a \shtabul O.. died recently \lr. SWe ; 
Q1° S4 o 1899, duri t ~ \1 
lumber of ve In 19183 he started enbors erved his apprentices! ip 1 ‘ , 
. , ‘ ’ . _ . Cal W , ne wa Vil the bureau of 
e | S. Molding Machine Co., Cleve he Ptaff C; iage Works Ashtabul: 
teal engineeril { ‘ State 
ind, and continued vith that organ ind later became emplover at the H 
‘ , t one Wie ) ‘ 
zation until his retirement in 1921 McKinnon Iron Work Ashtabula Ha ; ‘ 
. . omni ny ! xu4 ri t} tT} 
Since that time he has resided in hor 3) He became foremar of that : 
K ’ 1 Onipan eonti ( ti PCR) 
Kansas City hop and during his manv vears of 
etirement 
Kdward N Hu lev, 64, executive service her Ine widely know?! imons 
ead of the Hurley Machine Co., a marine and dockmet Cwenty-tive George W. Rowell S 91, for many 
tive in Illinois manufacturing circles years ago he entered the employ of ears engaged in manufacturing plow 
ind former chairman of the United the Phoenix Foundry & Machine Co nd other farm implement n W 
States shipping board, died Nov 14 ’ , kesha, Wis., died recently Mr. Rowel 
. : Henry E. Bullock, 81, chairman oft 
it Chicago. He was born at Galesburg, ; vas born in Washington county, Wi 
ag : ; the board, Tllinois Malleable Iron Co ss 
1. In 1896 he organized the Standard . in 1843, and with his brothe It ¢ 
Pn ‘ Chicago, and president International Re 
Pneumatic Tool Co., and sold his in : : ; tablished = the | B Rowell  ¢ 
; = Malleable Iron Co., Guelph, Ont., died ‘ , 
erest 6 vears late! In 1907 he formed . - Venomonee Falls. Wis i! 1873. late 
iy : : it his home in Chicago Noy. & Mr , 
he Hurley Machine Co., builder of a : moving the industry to Waukes! 
: Bullock was born in Otterville. Ont 
electrical home device In 1914 he : He retired 15 vears ago 
ind went to Chicage as a young mat 
Vil a member of the federal trade , ; . 
vhere 1e@ entered the foundry bus Cc} rle her > rfc — 
ommission, of the war trade board Wit) : "es : on harle nas Robertson, Me 
: a ness Ith his brotne the tate James te lent ot . ) * lena} on 
it President Wilson, and later chair C. Bullet blisl — enden 1 the pattern department 
c : u or ne est mish a foundry ct rehi > ‘ Nite . lig 
in of the hipping board and presi R 1 : , : * ? “a Mesta Mae ne Co., Pittsburel die 
. . . 'n cochnelle ir Ss) and vears later ! thy } 1 Irtso < tis 
ient of the Emergency Fleet Corp a _ recently \l Robertson wa I ve 
moves e ant to Chicago rf OM Te sre he > } 
irious hono were conferred upon ~ ; um ‘ of Leoma, Tenn where € pent the 
‘ e: V vears t is ife we ) 
iim by American, French, Italian and George G. Britton, 69, president, In url —— of his life He went t 
| ro" ‘ } ; 7 " . ; Pittsburgh 28 vears ago ind soor if 
hinese government tor his wartime terstate Foundry Co.. Anniston Al: = . 
. 3 ‘ sap > terward ecame emploved bv the \Mies 
fforts died at his home in Anniston on Novy . 
: , , . > ta Machine Co 
Philetus W. Gates, 76, one of the 14. Mr sritton also was head of the 
‘arly machine manufacturers of the Anniston Interstate & Roofing Co., a Albert H. Jarecki. 81 eldest men 
middle west, died in Chicago Nov. 7 director of the Commercial National ber of the Jarecki family, founder 
When he retired in 1922, Mr. Gates bank, and a trustee of Howard college and operator of the Jarecki Mfg. Co 
was president, Hanna Engineering endowment fund (Concluded on page 66) 
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New Top-Charge and Small Door Charge Furnace INSTALLATIONS for 


Basic Operations 





















at 


U. S. Navy Norfolk Yard 


* 
New Bulletin TC the 
Important Production Savings Ef- 
fected by Quick-Top-Charge Lec- 
tromelts. 

* 


For Small Capacity Operations Lec- 


describes 


trosimplex single phase Furnaces 


are also available in melting and 


smelting types. 

















MOST RAPID and ECONOMICAL for MELTING and REFINING IRONS and STEELS 


PITTSBURGH LECTROMELT FURNACE CORPORATION 


P. O. Box 1125, PITTSBURGH, PA. 
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AND 
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nder One Roof 


The elegance of yesterday and 
the modernity of tomorrow are 
yours at the famous Auditorium 
Hote! — completely modernized at 


a cost of over $IOO0000 


All the distinctive characteris 
tics of superlative living, the high 
standards of service the inimitable 
food and the distinguished Michigan 
Avenue location are offered you to 
day in a new dress ata daily rate 
trom $150 single without bath— from 
3 single with bath—double from $5 


1933 




















FOUNDRY EQUIPMENT 


SAFE AND 
DEPENDABLE 


® Ladles 

® Shanks 

bd Tongs 

® Cars 

® Turntables 
® and 

® Special 

© Equipment 





TIXHE patented features in our new 
ee Geared Ladle eliminates all trouble 
from binding or sticking gearing. In this 


design the gearing has no connection with the 
Bail whatsoever assuring alignment of gearing 
regardless of distortion or springage of the 
Bail or Bowl or both from heat. Accurate 
pouring, no drops, no jerks, and exceptional 
long life are other distinctive features in this 
design. Furnished manually or electrically 
operated. Write for descriptive literature. 


The Industrial Equipment Co. 


115 Ohio St. Minster, Ohio 


*| 














(Concluded from page 64) 


died at his home in Erie, 


Erie, Pa 
Nov. 24, after an illness of over 
years 
Charles Ek. Adams, 74, pioneer Cleve 
land industrialist and civic leader, and 
chairman of the board, Cleveland 
Hardware Co., died in 
Nov. 4 

Joseph Gerson, partner in the Get 
Foundry, Lansing, 


Gerson was 


Cleveland 


son-Carey Brass 
Mich., died recently Mi 
born in Paterson, N. J., and spent the 
early part of his life in Pennsylvania 

George Wilmot Best, 79, vice presi 
dent, Sloan Valve Co., died in Chicago 
Nov. 16. Mr. Best had been a resident 
of Chicago since 1887 

Stephen H. Velie, 72, vice president 
and director, John Deere Plow Co., 
Moline, Ill., died Noy. 16 at his home 
in Kansas City, Mo 

Henry H. Westinghouse, &#, 
man of the board, Westinghouse Ai) 
Brake Co., Wilmerding, Pa., died at 
his home in Goshen, N. Y., Nov. 18 


chal 


James B. Cullum, 65, at one time 
vice president and director, Harbison 
Walker Refractories Co., Pittsburgh, 


died at Reading Pa., Nov. 1 

Frederick L. Dilley, 71, founder of 
the Standard Brake Shoe & Foundry 
Co., Pine Bluff, Ark., died at his home 


in Pine Bluff on Noy. 3 


Western Association 


Elects Officers 
Anderson-Barn 


Klmer S. Anderson, 


grover Mfg. Co., San Jose, Calif.; F. G 
Johnson, American Foundry Co. Ine 

Alameda, Calif and Maurice 3S 
Greenberg, M. Greenberg’s Sens, San 


Francisco, recently were re-elected to 
the board of directors of the Pacific 
Coast Founders association. The board 


then elected the following  oilicers 


president, Charles J P Hoehn, bonter 
prise Foundry Co San Francisco 


vice president, F. G. Johnson treas 


urer, Charles A. Kingwell, Kingwell 


Bros Ltd... San Francisco und sec 


x 
dD 
. A 


Lead poured through the opening A 


ee 


I 





etary, Maurice S. Greenberg. George 
L Kennard continues aS manacel ot 


the association 


Have You a Little 


Foundry in Your Home? 


Many youngsters today are securing 
first hand knowledge of the pleasures, 
and at times the grief associated with 
castings manufacture through the pos 
session of hand operated, toy die cast 


ings machines. Many others probably 
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<< cee Oe 
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Numerous metal tops can be cast 
vill embark on careers In the foundry 
industry immediately followins the 


ipproachting visit of Santa 

The machine, which is shown in the 
accompanyil illustration, may be 
used to make a wide variety of sol 
ciers, guns, indians, airplanes, animals 
nd other objects of great interest to 
j 


the boy In operation the handle at 


» close the 


he left is pushed down t 
dies, the long handle extending across 
the caste | raised to permiut metal 


to flow into the mold, and after allow 


ing a sullicient time for cooling, the 
die is opened’ and the casting removed 
Metal is melted electrically The in 
teresting tov is manufactured bv the 


\. Cc. Gilbert Co... New Haven, Conn 


fills a corresponding cavity in the green 


shown oon the combined casting and 


Lead Holds Core 


> . . » on » on 
In Place During Pouring 


By T. Johnson 
The accompanying illustration 


shows how an overhanging core was 
anchored securely in a small gray 
iron casting without the use of chap 
lets. The method of course is not 
applicable to all, particularly large 
castings, but it served admirably in 
the instance under consideration 
With a larger and more 

core print, the auxiliary 
would not have been necessary, but 
came from an outside 


extensive 
anchor 


the pattern 
source and in the present condition 
of trade the foundryman is not in 
clined to bring up objections that 
may lead to transfer of the pattern 
io the shop of a competitor 

The balancing principle 
is reflected in the following figures 
Total weight of iron in gates and 


casting 7 


involved 


pounds; weight of casting 


> pounds; weight of completé 


pound; part ot core inside 


core ] 


casting 9% ounces: part of core in 


print 7 ounces; length of core in 
easting 5 inehes: length of core it 
print 3'4 inehes: length of castings 
Hl. inches; width 2's. inches. In the 


illustration one core is shown in two 


parts ) and F merely to indicate the 


disproportion between the part oft 
the core inside the casting and the 


rest in the print 


part designed t 
Manifestly the 
large enough and will not exert lev 


projecting part Is no 


prevent thie re 
floating 


erage enough to 


mainder of the core 
to the 


from 
when subjected pressure of 
the molten iron in the mold 

To prevent this contingency a 
inch hole A was formed in the print 
When the core was 


small sprue 


part of the core 


placed in the 
cutter or tube was inserted in thi 


mold, a 


hole and pushed down to form 


continuation of the opening in the 


green sand under the print, approyi 
mate ly inches close to thre Dotto! 
beard Molten lead then was poured 


down this opening and when it so 
lidified it 


inh place 


inchored the eore solidly 





sand underneath and forms the anchor 
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New Equipment 


Holds Casting for 
Grinding and Chipping 


Manhattan Rubber Mfg 
Raybestos-Manhattan  Ine., 


division, 
Passaic, 
N. J., has developed a casting holding 
which 
foundry air supply 


device operates from the 
Irregular cast 
ings of many shapes can be held by 
the unit for grinding or chipping. The 
table is supported by 24-inch legs 





The holding device is) operated by 


compressed ait 


with steel plate top 44 x IS inches 
and adjustable jaws that are designed 
for light work difficult to hold on a 
standard floor stand A view of the 
device is shown in the accompanying 


illustration 


Tempe ‘atures and 
Pressures Are Recorded 


A new line of & and 12-inch clr 
cular chart instruments has been in 
troduced by the Brown Instrument 
Co., Philadelphia The 
include thermometers in indicating 


instruments 


and recording types for temperatures 
from minus 40 to) 12 degrees 
Fahr and indicating or recording 
pressure and vacuum gages fol 
ranges from 1 inches of water up 
to 5000 pounds All types are made 
in one, two or three pen models 
Three different types of actuating 
movements are employed In the 


pressure and vacuum gages For 


ranges 10 inches of water to ot) 


pounds, a flexible metal diaphram 1s 


> 


used For ranges a and aw tht 
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pounds, a bellows 


spring opposed 


has been developed, and for pres 
sures over 200 pounds, a helix is 
used, The filled helix is 
built of a 
which is said to stand 100 per cent 


mereury 


stainless steel 


special 
overload The gas and vapor type 
helices are made of heat treated 
phosphor bronze 
An electric 
W here 
available 


clock is provided 


alternating current is no 


hand-wound cloeks ire 


supplied 


Alloy Addition 


Produces Close Grain 


H Kran &*& C0 hwenty-t 
Loomis streets. Chicago ecently 
developed new l te | ‘ ( 
duction to ¢ \ ol ( tl) 
it is claimed, overcome the io} 
in silicon content and produces close 
verained, pressure tight castil viicl 
is readily machinable and 
strength. The composition contains ap 


proximately 67 per cent nickel and the 
balance graphitizing elements whi 

it is pointed out, cause cementite to 
decompose into raphite and peartice 


The quantity of the alloy used de 


pends upon the type of castin d the 
analysis of the iron The manuf 
turer stutes thut unde) eneral con 


ditions, 1 per cent of the alloy, whic 


is sold under the trade name of lta 
provite, gives good results. The alloy 
is produced in shot form and in be 


added to the ladle or to the stream 
from the cupola. If a cupola addition 
is desirable, the material mav be ob 


tained in ingot form 


Pressure Casts 
In Composition Mold 


Art In Bronze Co. Ine 1621 Ka 
lorty-first treet, Cleveland 
has introduced a new method of pre 
duction whereby certain n 
eastings particularity mete! plate 
and pattern castings, are made undet 
pressure in a composition mold An 


for the process ls 


advantage claimed 


the elimination of shrinkage at the 


plate line Accuracy also is feature 


since the metal follows closely tl 


detail of the mold 


For Foundries 


Arch Beam Rail 

Has Capacity of 2 ‘Tons 
An arch beam rail «ae neal to 

carry loads up to two ton recently 


as been devetoped vy ti { clined 


Tramrail division of the ¢ 
Crane & Eneineet (‘o \\ 
) The iil | dept ol che 
Where it i wossible to att 


mrting Hitting to « iy a 





scmicireular <ections Tacave Trevarne 


punched at intervals to form anche 


COLUTIONS neo Slipper {1 cl re I 
quired on spans of 2 fone or le 

The arch beam rail is built in a hal 
section of a structural bear fro. 
the web of which emicireular ne 


tions have been punched at clo 
intervals to form a serl of arehe 
This beam is welded to a tandard 


tramrati 


Rotor Carried 
On Compressor Shaft 


A new air compre or requiring no 
cooling water, and having a bullt-l 


motor, has been introduced by the 
Ingersoll-Rand Co 11 hroadway 
New York The motor rotor is Cat 
ried on the compressor haft and 
the motor trame i bolted directl 
to the compressor ¢1 cast It i 
pointed out that this constructior 
eliminetes a couplings ve is mo 
tor bearings \ rigid Ib-Dase i! 
der the entire unit oduce i con 
pact machine 

The compressor is a 2-cylindet 

ge machine and cylinder ind it 
ter-cooler are air cooled (nits ar 


built in sizes from 20 to oO) horse 


power! with  plstor displacement 


67 








from 1138 to 310 ecubie feet per min 


ute and for discharge pressures up 


to 125 pounds gage 


Rigidity Features 
Design of Geared Motor 


\ geared motor, which is supplied 
for any speed from 2 to 10,000 revolu 
minute, has been developed 
Klectrical Mfg. Co., Los 


Anveles The unit is a self-contained, 


tions pe 
by the | > 
} } 


single-buse, geared transmission which 





Operating parts of the unit are pro- 
tected 


oundationed on the heavy gear ped- 
designed to withstand un 


usual torsional stresses found in gear 


e high torque reduction. This de- 
sign is said to minimize cantileve} 
tresses from overhanging gears by a 
hort train structure. Torsional stress- 
¢ e converged toward the center 
where he pyramidal gear pedestal 
ise supports the entire unit 

Hig! peed gears are not complete 
ly submerged in the reservoir of oil 
Reservoirs are designed with capacity 


licient for an average of six months’ 


operation before refill. Friction bear- 


it ie tundard throughout the 
oto Klectric motor driving and 
gen is insulated with asbestos. 


Welding Klectrodes 


Metal & Thermit Corp., 120 Broad 
York, 
two additions to its line of heavy min- 


way, New recently has made 


eral coated are welding electrodes 


One is a special electrode designed 
for welding Cromansil steel, a new 
development having.a tensile strength 
of 80,000 to 100,000 pounds per 
square inch, along with high ductil 
ity. The second addition is used for 
containing 4 to 6 per 


molyb 


metal cent 
chromium and 0.5 per cent 


denum 


Coats Die Castings 


St. John X-Ray Service Corp., 507 
Fifth York, recently 
has introduced a die coating for use 
manufacture of aluminum and 
brass dis 
designed to protect the die and give 


avenue, New 


in the 


castings. The coating is 


the casting a smooth surface and 
good finish. 

The company also has developed a 
line of mold dressing for use on per 
manent and semipermanent molds in 
the manufacture of any type of non 


ferrous alloy castinzs. 


Combines Devices 


In Recorder-Controller 


Baldwin-Southwark Corp., Chester 
Park and Simpson street, Eddystone 
Pa., has developed a stress-strain re 
corder-controller for materials test 
ing machines. The instrument basic 
ally is a combination of several de- 
including an extensometer 
accompanying illus 
tube and a hy 


vices 
hown in the 
tration, a Bourdon 
draulie valve in association with mo 
tors, relays, solenoids and mechanica 
clutches. The extensometer or strai! 
gage, fundamentally, is a microme 
ter screw in combination with a me 
chanical lever multiplying system. It 
may be attached to specimens easily 

The development comprises an im- 


portant step in the field of materials 


testing, since it is now possible to 
Col trol a tTomati« ii¥ vithin narrow 
limits rates of strain and stress ap- 


plication 


’ . 
Has Stream Line 


Ventilating System 

\ high-frequency electric type 
grinder recently has been introduced 
by the Buckeye Portable Tool Co 
Dayton, O. The _ unit 


per minute 


operates at 


3800 revolutions with a 


6-inch vitrified emery wheel and at 
5400 revolutions per minute with a 
6-inch elastic bonded emery wheel 


The 3800 revolution per minute tool 
mav be used with an 8&-ineh elasti« 
bonded wheel. 

A feature claimed for the equip 
stream line ventilation 
mounting of the 


within the 


ment Is a 
system and the 
stator on insulating pads 


motor housing 


Control Operations 
With Photoelectric Relay 


\ new photoelectric relay, which 
may be used to control many types of 
electrical devices, such as motors, elec 
tric signs, signals or alarms, through 
the medium of a light beam, recently 
was introduced by the G-M Labora- 
1731 Belmont § avenue, 
Chicago The unit embodies an elec 
tro-magnetic switch which is opened 
or closed by the interruption or varia 
tion in the illumination on the photo- 
electrie cell. The device also may be 
used as a limit switch, as a bin level 


tories, Ine., 


indicator or control and for regulating 
the flow of sand, coal, ete. 


Dev elops Unit 


For Air Conditioning 


Mfg. Co., 


has developed a 


Westinghouse Electric & 
East Pittsburgh, Pa., 
unlit all 
dehumidifies air in summer, 


conditioner which cools and 
heats and 
humidifies it in winter and filters and 
circulates the air at all times The 
units are designed for installation un 
der windows or along the wall and 


where space is limited, a special unit 





Phe unit conditions air in both sum- 
mer and winter 


is available for wall or ceiling mount 
ing 

In hot weathe cooling ccom 
plished by passing the al ove cold 
coils in which a refrige I eireu 
lated, and in cold weathe he air i 
heated by passing over co heated by 
steam or hot wate Dot the retrig 
erating equipment ind the tean 
source being provided outside the unlit 


Humidity is increased by circulating 
rough 


incoming il} th 


spray proportioned 0 equirements 


Ceiling Base Has 


Belt Tension Adjustment 


Rockwood Mfg. Co., Indianapolis 
recently has introduced a new ceiling 
drive base in which the belt tension 
adjustment can be made easily. Th: 
similar to the 


ceiling drive base is 


standard base except that it has 


hangar arms which suspend 


special 
the motor horizontally to give con 
siderable clearance from the ceiling 
Adjustable 


horizontally on_ the 


steel angles whit 


move hangal 
arms are supported by a ledge cast on 
the bottom of a hangar arm This 
ledge carries the weight of the motor 
and takes the weight from the slotted 
head screws in the arm slot The 
ledge permits the screws to be loosen 
ed and the adjustable angles to be 
moved along simply by turning the 
secondary armscrews while the drive 
is running. The new hangar arms 
are designed with extra strength and 
rigidity for safety. 
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oundry Activities 


RODUCTION and shipments ol 
iron and steel castings in the 
Philadelphia 


according to 


district increased 


during October! report 
received by the industrial researc! 
department of the lL niversity oO 
Pennsylvania Tonnage of gra 
iron castings produced reached the 
highest point since June 1931, and 
the output of malleable iron castings 
was larger than any nont since 
March 1926 


ilmost eg ialled that of last July 


Steel foundry activits 


Pent Machine Co Ferndals 


plans to build a foundry 


Superior Brass & Aluminum Ca 
ing Co Lansing Mic} recent 
moved to 326 Hill street 

, ; , 


American Foundry Co Seattle 
has been incorporated with $50,00 
capital, by Sumner K. Preseott, J 
P. Hansen and E. 8S. Johnsor 


Dunham Moore Co., Detroit, is re 
ported to have purchased a building 
in Carelton, Mich., and will operat: 
a foundry in that locatior 

+ , * 

Wettlaufer Machine Co Mitchel 
Ont., recently organized, has taker 
over the Mulherod foundry and will 
start operations soo 

* ‘ 
Van D T 


Seattle, has moved from 412 Railroad 


Brass Foundry Co., 


avenue, south, to 2727 Seventh avenue 
soutt John Zandt S: is president 
Catasauqua Iron Works, Catasa 


qua, Pa., idle for 
been reconditioned for production of 


three vears, has 


ring segments for a New York tun 
] 


nel 


+ + 


Foundry Co \nderso! 
Mivers 


Lavelle 


Ind., Linfield 


receiver, has 
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Reflect Industrial Trends 


i ed court per oO ( ) 
foundries including real estate 
buildings and equipment They are 
located at Indlanapoli and Argo 
Ind ine ve é \ ersol Ine 
Kit Stove & RK e Shethel 
Ala has added 50 men at its stove 


and foundry plant, making the larg 


est number employed ines L929 
Martin Stove & Range Co Florence 
Ala owned nv the ame interest 


has row mel Or f | time 


New busine 


the J B. Clow & Son Co. for its cas 


ecentiy recelved 
pipe foundry at Newecomerstow! () 


nas opened two pipe casting pits and 


RAW MATERIAL PRICES 
Dec. 7, 1933 


Iron 
; \ 
| 
1 ( 
' 
Coke 
( 
, ‘ 
’ ? 
Scrap 
\ 
i] ( 
| 
N Y 
( 
} it 
| l 
st. B 
4 ! i 
( ( 
\f | 1 


Nonferrous Metals 
Cents per pound 


( l 
" Y t 
Ant ) 
N\ 
~ ? 


t \¢ ne ordel 
es id, wi eep é opel 
1] tor three 0 

* 
Hamilton Foundry & chine Co 
Hamilton, O uffered the lo of it 


entire core depart ‘ 


1% leet oO! Nov ] é col pat 


us placed if 


idjacent sectior Or the al 
ha covered the core ove t} 
reproof buildir { l fer 
(ye ‘ lFoundris ( } it 
Barelay reet Milw ‘ 
! ed is mont ( ( i! 
iT 1) nt to mnerease ett eve 
o 1 tor per day ‘ dditio 
oldit machine eel 
ti ea i ul ‘ dust l ° 


idded LD) \ Lue na \W\ 


Busehe re ownel 

Boyne City lo { bovine 
City Nlic formed Lion hans 
brothers Rovne ( Mic] and 
John Post Alper Mic ha takel 
over the buildir ¢ . Nort} Parl 
treet known as the Altrock foundry 
and will eneare i! production of 
cast iron stove repair part a ties 
castings 

Mid-West Foundry & Mf Co 
Michigan City Ind recently of + 
ized, has started operati« in the 


manufacture ot a countel 
overhead garage door, a fuel saver 
fray iron brass and iluminun cast 
ins and wood and metal patterns 
The plant, which is located one mile 
Michigan City, is owned 


l'rehse ind Thomas N 


outh of 
by Loui 
Bies 


Jewett Stove & 
Military Road, Buffalo 


recently suc 
ceeded and will continue the busi 


ness of Jewett & Co Buffalo The 








; 
company manutactures stoves, building Pittsburgh, has published a 
ranges and gray iro ass P . . d » .’ . bulletin on its high speed, jar rollover 
inges and gray iron, brass and Faked Foundry Facts “ne 
aluminum castings. Officers are a and pattern drawing molding machine 
follows President, Sherman S. Jew —_, The unit is built in three sizes, 20 x 24 


‘ it . 20 30 Ss, and 2 36 
ett; vice president, Kelsey H. Jew iches, x inches, and 0 x 
: ee inches, and with a pattern draw of 8 to 
ett; secretary, Sherman S. Jewett J: 
: 14 inches 
VIBRATING SCREENS—Productive 
Equipment Corp., 7535 South Claremont 


and Treasurer, Charles C. Ferris 
William H. Woods is superintendent, 
and John Oakley foundry superin avenue, Chicago, has issued a new cata- 
tendent log illustrating and describing the fea- 
tures of design and application of its 


Brillion Iron Works, Brillion. Wis.. new vibrating screens Features of the 








recently bankrupt, has been pur { equipment include variable’ vibration 
chased by the bondholders A new : quick and easy tilting, simple clot] 
organization has been incorporated change and large capacit) 
under the laws of Wisconsin as the FLENIBLE COUPLINGS—An_ illus 
Brillion Pulverizer Co. The firm ae aes ee ae eee 
, lings has been issued by the Link-Belt 
will continue the manufacture of ; - North Hol 
- : " 3 ('o ott or ) olmes iventwue il 
their regular line consisting chiefly “aan Thi vit . 4 
: . ala Lprors ire al ere! Vpes ire 
of soil pulverizers and packers discussed including one which employs 
? e ¢ ‘rg ; 
Mark I’. Ohlsen, president and gen 1 roller chain made by that company 
eral manager, Schwab Furnace & both revolvir ind stationary types of 
Mfg. Co., Cedar Grove, Wis... who Lutomatic-lubricatin casit re 
was connected with the Brillion Iron cluded 
Works previous to 1929, has been REFRACTORY DONT Harbiso 
, Walke tefractories Co ittsburel 
elected general manager of the new and all-motor tvpe reducers Inform Valker ; pay , om : 5 et ot ' 
: has sued a tilletin describing ne aj 
organization tion is included on recent vddition | 
‘ plication of its plastic refractory bor 
which have been made to the line : 
: 3 sa s for fireclay brickwork It pointed out 
MOLDING MACHINES —Stobie Met a 
| : : f that the material bonds at all tempera 
allurgical Construction (*o., Soho 
CW I a e a" ; tures and is as resistant to the cuttin 
p : Foundry, Meadow Road, Leeds, England 
iction of tlame and the chemica ictior 
has issued a folder discussing its elec 
oft molter sla s is thre fires i\ prich 
trically operated jolt moldin machines 
: > hicl } ted t} it aan 
WHICH mas ec operated on elthnel Liter ‘ r . aii A 
ublications \ a ae CORE PLATES—Johns-Manville, 2: 
nating current or dire curren 
. sone en : keust loth street New York has is 
CASTINGS International Nickel Co 
> Wall ‘ P \ \ ; ; sued a folder illustrating and describir 
pee i ene: 07 all stree ew or aS pub 7 
LMecrinie FURNACES Detroit r the use of its core plates made fro 
: 7 : lished a bulletin discussin monel met 
Klectric Furnace Co., 825 Klizabeth << _ ; i new light-weight material, consistir 
ail, rie t ana men rhe t alloy cus 
street Detroit recently has published +" HI , ' of treated asbestos and cement con 
ings ve publication carries Wide ‘ 
in exceptional S82-pare bu letir el ‘ bined It is pointed out that the ma 
h variety of illustrations showin applica 
titled “Electric Meltin with the Ds , a ‘ terial is noncorrosive, easy to clean ar 
ions of various castings 
troit) Rockin Klectric Furnace The that through special treatment wary 
CENTRIFUGAL PUMIES LT dcouabole 
text stresses the advantave claimed . ive is reduced to a minimum 
suction, high speed pumps for a vari Ss : : agg ir : 
for that type of electric furnace, both ' ' ie FLEXIBLE SHAFTS——N \. Stra 
t \ o Mmrposes are «clisciussec Bi 1 ‘ In a 
for the foundryman and the user of : & Co., 5001-5000 North Lincoln street 
150 recently issued by the Morris Ma d ‘ 
castings \pplications in the meltin oleae Wheat ehtataaiite wt % Sey Chicago, has issued its 64-page cata 
t ‘ AS, > ‘I S\ . eve . 
of both ferrous and nonferrous metals lo No. 26 illustrating and describir 
eral other types of pumps made by that 
ind allovs are discussed, operatin pro f 1 ' “ae its complete line of flexible shafts an 
irm also are illustrated 
cedure is presented, and the cost of op METERS as itis CO R equipments These machines may be 
“TERS 1 electric meter _ 
eration on various types of meltin is used in rindings polishin buffing 
eo : described in a recent bulletin of the ‘ 
disclosed The publication is well illus 1 ; ‘ Yc Philadelpl <ratch brushing, rotary filin sandir 
rown nstrumen 0 Minderpnla . 
trated with reproductions of installa T) ‘ : ‘ t ~ lrillin reaming, tire buffins nut set 
i¢ Ineter Indicates chanves in it 
tion photorraphs micrographs and ' th tae aia tir screw drivin filler rubbi: ar 
contents o we Stic ises, thereby pro 
photographs of castings poured from P many other operations 
viding a guide to the fireman in maki si: cena ‘ 
metal melted in the electric furnace , , ; HEATERS \ new type of heater for 
ia * roper adjustments under varyin oud 
CHAPLETS John A. Smeeton, Ltd tit reakin down emulsion of water it 
COnaiTIONS 
15 Victoria street, London, S.W.1, has RUST PREVENTATIVE \ . crude oil, which consists of two cast 
: 4 OF LE: ; Y pplica 
published a bulletin on its line of inter P ' ‘ tat to tl al ray iron units, is described in a bu 
Ion oO a rus prevetl itive 0 it wil 
nal chilling coils and spirals etin recently issued by the Nationa 
nen . . road field is discussed in a booklet. re : , , ; 
AIR HEATERS — Electric air heaters ntl oes 3 t] Secnitlans cy : Radiator Corp Johnstow! l’a Fea 
eentiy sStied \ ie eu morn emi 
for a wide variety of industrial appli rc Chi TY bli ‘ ; tures claimed for the heater include 
cu o Men 0 le Pitieation . 
cations are illustrated and described in Nall Seeians it} = hot onl nereasable capacity idaptabilits te 
we illustrated w 1 many photograph : 
i bulletin of KMdwin 1 Wiegand Co iataiile , h tl ound various methods of treatin emulsio 
Sho it equipmen on Wiile l it is ' 
littsburgh ind efficient transfer and simplicity of 
: noe! : i : . preventative material has been used 
SPRIED REDUCERS — Falk Corp RUBBER COATINGS Cor eRe construction \ research report on the 
‘ rEoPuhy orrosion ‘ : 
Milwaukee, has published Bulletin No ihn a sal a ; tied construction and use of the heater a 
- SIS itice eu ified HAOTASITOT #e’SISTHTNC' 
TO deseribin its line of integral typ. :; ' bat : * , ha heer ublishe 
and insulation ivninst elec icity 
heat sound or Vibration throue! 
i eenennne nes heenamnns ens nen nen seanaa the rubber coati of metallic part Fame" padhainantndtntadh Gndndhantndnananaaanmnandamandndaeeaieee ane -_ 
| 1931 1932 19335 : ae 7 1931 1932 1933 
| se AUTOMOBILE PROD N a feature the adiscus or } i boutletiy re 
hiveunadien santie tend te te 1.  Geatick Co a BUILDING AWARDS 
400) L. > Department of Commeree - Vk rer , a 
kron notyp Sanges 
| go 350 — PHOTORLECTPRIC RECORDER 
13 | General leet? (‘o Schenectady z 
|. 300} 
|= T | N \ has published bulletin de 
= 250} scribing i photoelectri recordet 
© ase whicl has been designed to provide = 
= Xtreme nsitivity i leviee may = 
tse } used to on ! no it nsity 
100} illumination intensity, vibration ntel } 
wy ‘ i 
wy . 
MOLDING MACHINES Hermat 
L eee ee eS ew HewuUMmiacic if Tre to niet eitit 
I’ t Mac ; I 13 
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“CERTIFIED” STEEL ABRASIVES 


The hardest, longest wearing, quickest cut 
Abrasive on the market No Dust t niform 
Send for Data and F ree 


ting 
Sample 





Menelactured only by 


PITTSBURGH CRUSHED STEEL CO., PITTSBURGH, PA. 


STEEL SHOT AND GRIT CO., AMESBURY, MASS. 


Certified’ Stee! Abrasives are recommended by leading Blast Cleaning Manulacturers 


Foundrymen’s | 
Handbook 


Table of Contents 








Section lL. General Feandry Dats Section 1V. Nenlerrews Metals snd 
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Section Ill. Reference fer Pattern Section V. Specifications 

Makers Section VI. Miscellaneous Tables 


HE FOUNDRY’S famous “*Data Sheets” have 
been compiled and put into book form with much 
additional information—thus furnishing foundrymen 
with a reference work by the use of which they can 
successfully solve any ordinary problem arising in 
foundry operations. It is a complete compendium and 


handbook covering every branch of foundry work from 
estimating the price to cleaning the finished casting. 








309 Pages, 6x9 inches 


$6.15 in U. S. and Canada 
30s. 6d. in other Countries 


| Price, Postpaid 


The Penton Publishing Co. 


Book Department 
Cleveland, O. 


306-1.F. 


a 


Penton Bldg. 
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USE | 


Liquitol 
SOUND CASTINGS 






LIQUITOL was develop to eliminate 

churning” in tron or ste castings at st vot lr 
reduces cavities and porosity by pre i 

of metal Phe resultin proper ¢ 

In pouring 

LIOt ITO whet pp to surtaces of 
‘eae i he ‘ 


cis 


hange the a 


We will gladly furnish a sample of LIGUITOI 


upon request, 


THE, ALPHA-LUX. COMPANY, INC 


of th 


PIG IRON 


—dependable uniformity 


BRANDS: 


Buffalo—Detroit—Susquehanna: 


GRADES: 
Foundry—Malleable 


Silvery — Ferro-Silicon 


MERCHANT PIG IRON DIVISION 
OF NATIONAL STEEL CORP. 

Buffalo New York 
New York 


Mich. 


Detroit, 


Philadelphia Boston 














Help Wanted 


DEMONSTRATING REPRESENTATIVE 


very tound- 
com 


wanted in ¢€ 
effective 


ith mold experience 


riding 


district, for a proven rm 
modity witl perpetual reorders Guaranteed 
working territory giver Strictly commissior 
basis. Good chance to establish a permanent 
busine in your home district State experience 
fully Addre Box 816, THE FOUNDRY, Cleve 
and 

WANTED 

Representa ‘ Pennessec and Georwia 
ell Chay Stove Specialtie commi 
or Cslve experience and reference m fr 

er .¥ t I “ rTrHE FPOUNDRY 
Cle ! 

Empl servi 

4 y » » er 2) 
Umployment Service 
SALARIED POSITIONS. 
2,500 to $25,000 

This thoroughly organized advertising service 
of 24 year recognized tanding and reputa 
tion carries on preliminary negotiations for | 
positions of the caliber indicated, through a | 
procedure individualized to each client's per- | 
sonal requirements Several weeks are re 
quired to negotiate and each individual must 


own campaign. | 
refund provision | 


Identity 1 


of h 


protected by a 


finance the moderate cost 


Retaining fee 


as stipulated in our agreement 
covered and, if employed, present position pré« 
tected If you have actually earned over $2.50( 
send only name and addre for detail 
R. W. BIXBY, INC 

101 Delward Bldg Buffalo, N. Y 

ATTENTION FOUNDRY OWNERS 
Write or wire for technically-trained prac- 
tical foundry foremen, superintendent, produc- 
tion managers chemists metallurgists, core 
foremen, cost clerks, salesmen, patternmakers, | 
melters (electric, open-hearth, converter and 


cupola.) No charge Licensed Agency, 





McLAIN’S SYSTEM, IN‘ 804 Goldsmith Bldg 
Milwaukee, Wis 
Positions Wanted 
NONFERROUS SUPERINTENDENT OR 
FOREMAN 
Y« T I prnc Now n 
witl 1 large t y ind p etl f 
n per ende I erie e heavy lr 1 
and ligt floc he h ar ichir mol 
Crucible per ime nd electric furnace me 
ng We verse in copper, gun-meta | 
im, bronze and a nonferrou alloy ar 
modern f practice Good refere ‘ \ 
ire Be s THE FOUNDRY, Clevelan 
GENERAL MANAGER 
witl plendid record in managing and bui 
fou ry. machinery and allied industries desir« 
position requiring dependable qualificatior ar 
is ork Ability to economically and eff 
handle all office ale financial an 
ictior ictivities unquestionably established 
by previo experience Addres Rox 814 
FOUNDRY, Cleveland 


FOUNDRY SUPERINTENDENT 


Experienced the full line of production of 
malleable, grey iron emi-steel and bras pipe 
fitting iron body and brass valves, and miscel- 
laneous castings Well versed in modern found- 
ry methods, ferrous and nonferrous metallurgy 
planning, scheduling and costs Melting experi- 
ence includes cupola, air, open-hearth and elec- 
tric furnaces Qualified to direct an organiza- 
tion of any size and assume entire responsibility 
for the operation of your foundries Address 
B 812, THE FOUNDRY, Cleveland 


SUPERINTENDENT 


IRON AND ELE‘ 
PRACTICE AG- 
LEADERSHIP GUARANTEI 
OF MAINTAINING QUALITY |} 
AT MINIMUM COST UNDER PRES 
CONDITIONS ADDRESS BOX § sé 

FOUNDRY, CLEVELAND 


IN BOTH 
FOUNDRY 


PRACTICIAN 
rRi¢ STEEI 
GRESSIVE 
CAPABLI 
CASTING 
ENT 
rHE 


FOUNDRY SUPERINTENDENT 


Ye ndr r 18 years practical ex 
perier Higt rade machinery and Diesel et 
rine isting Competent take complete churge 
estimatir ! production metallurgy 
ra ! emi et ind alloyed mixture f 
rigid pecificatior Addre Box 828 rH} 
FOUNDRY ( nd 


GENERAL SUPERINTENDENT 


ight ob casting N ‘ 
Capable 
THF 


eneryetic 


FOUND 


ddress Box 830 


PRACTICAL FOUNDRYMAN 


light jobbing nd production work okir 
for position as foreman or would consider half 
interest in small gray iron foundry with mat 
capable of bringing in work cast preferred 


Ea 
Addre Rox 753, THE FOUNDRY, Cleveland 





EMPLOYERS 
PLEASE NOTE! 


rY for at r tutu 

sc ‘ s ti 
sec rel } 
id\ ‘ A r 

nor f 

+ 


Want 


CLASSI 


Posit W - 3 
{ ? | W - 
He W e eme 
SO ‘ = 
I S W Misce e 
ertiseme pe 
ve eme x 
Re rate . 
| = i: me ae 4 
ess ¢ ts six W 











Positions Wanted 


GRAY IRON FOREMAN 


ors 
Specialized 
analysis t 
man and superintendent. 

THE FOUNDRY, Cleveland. 


iperintendent on we 
heavy machine castings. 
any years experience 


Address Box 667, 


rk fr 


der fore 


PRACTICAL GRAY IRON MAN 
Iwenty years n charge of light pr huctie 
bt f ndr rhoroughly ipable 
departments Car vet atistactory res 
Address Be Sut THE FOUNDRY, Cleve 


CHEMIST-METALLURGIST 


Cupola expert. Knowledge electric furnace 
Widely experienced on gray iron semi-steel 
nickel chrome Automobile, Pipe and jobbing 
work Sand control, molding Address Box 
657, THE FOUNDRY, Cleveland 
GRAY IRON SUPERINTENDENT 
r experi } »bt 
Know moldit hine 
r I } " l pra \ 
; . . Cal , eff . " Ir 
erview request Ad he ‘ Ht 
FOUNDRY Cleve r 
ASSISTANT EXECUTIVE 
re I ind practical trains 
experience han T rear 
itine esponsibi r ind pr tior n¢ 
in large foundri« Available Addre I 
808, THE FOUNDRY, Cleveland 


BRASS FOUNDRY SUPERINTENDENT OR 


eneral for na ( ! 
able Januar fir nee 
ona expe ence 
pr tic A ore 1 M r ( ere 
Salar pe Addre I THe FOUN 
RY ( ela 
FOUNDRY SUPERINTENDENT OR FOREMAN 
looking for new connections S ye executive 
Experience on gray iron and nonferr light 
r he y wor At present em} ed Go any- 
where A ddre B S4 rH! FOUNDRY, 
Clevelar 

IRON MOLDER 
A sre ) | ‘ ‘ 
es a : = i : ‘ 
experienc: ! Mel t r te P 
f re \ R rH FOUNDRY 
( 

STEEL FOUNDRYMAN 
Superintendent or Engineer ( ege raduate 
witl ten year practica experience Three 
years a iperintendent Excel references. 

’ ope heartl Large and small, 
illoy ca r Experienced in pattern 
ting, producti x nd jobbing 
Box 78 rH FOUNDRY 





PR 


ACTICAL MOLDER AND SUPERINTEND 
Complet respor } ty G record ir 
men Cur 1. equipment light 
Production or bbing work 
THE FOUNDRY, Cleveland 


er 


THE Focnnrry—December. 1932 








Classified Ads 





Positions Wanted Wanted To-Buy 


BOOKS 


GRAY IRON FOUNDRY SUPERINTENDENT WANTED for 


rHE FOUNDRYMAN 


Skilled practica foundryma Agere e and ton trave ‘ ‘ pe 
thoroughly competent t produce high quality 220 volt, 60 vi re Addre } ‘ 
clear machineable casting economically Light rH FOUNDRY Clevelar 
and heavy green and dry sand molding rhor- Foundryman’s Handbook $6.15 
ough knowledge of foundry cost ractica S diecast e pruok , 
metallurgist and cupola ipervisior Busines ee > 
uiministratior sales and technical experience WANTED-TO-BUY sons. oh. , ; ~ 
Excellent reference Addre Wm. |! Hepp : , wi sila zea 
ner, 13703 Graham Avenue, Cleveland, Ohio Model BS Roye — — . M Practical Alloying—Buchanan $5.15 
be in good conditior ind w priced Addre 
Box 824, TH FOUNDRY, Clevelane A guide a handl 
book on the 


meta 


WOOD AND METAL PATTERNMAKER WANTED 
American Malleable Cast Iron 


lwenty eur practical and aried experience, Used ( Schwartz 97.15 
gh knowledges f foundry practice ane 
Deals with the developr 
ion methods. Past ten years foremar [he Sidney Grain Machinery ¢ t 
ind ry, modern method ir 
anywhere, age Married Very 4 : ot i al 
Inve Ohi facture, metallurgical principle 
the properti« f American 


rHE FOUNDRY, Cleveland ne 
abie ir T 
MIXERS WANTED Melting Iron in the Cupola—Hurst, $5.1 


SUPERINTENDENT Used Simpson Intensive Sand Mixers vove pract lly every phase 
State Le onditior and lowest cash pois onst! tion, operatior etc 
Har« vork foundry executive ' experi price for immediate acceptance Ad- : 
: . el ete coca dress Box 8 THE FOUNDRY. Cleve Foundry Work—Wendt $2.15 
ence gvener ) ng gr ! iiur eavy 
" ‘ Buvit 4 . esti- land \ uund and thorough 
t tice Autt ie . ‘ r 
t f 


tee the conservation of mater plant WANTED 
nd ife clear he N waste 
mean aggelend page etncecn Oe eee a ee t Squeeze Moulding Machin THE PENTON PUBLISHING CO 
preferres Address | ‘ rHE FOUNDRY 275 J and 2 1W Addre Box 804, THI Book Dept Penton Blds 
; FOUNDRY, Cleveland 
CLEVELAND, O 





GRAY IRON FOUNDRY SUPERINTENDENT Opportunities 


One of the Mid-West itstanding foundrymen 
with unusual! ability to effect production econo- 
Technical knowledge and mechanical MANUFACTURERS AGENTS, SELLING 


Equipment For Sale 


mies 

skill combined with natural executive ability; drie ifs ire desire 

aggressiv« rood rganizer Age 43 Thor- iona ne for Illinoi Wi Indiar . MOLDING MACHIN} 
oughly competent t handle entire operations, Mich ul W carr handl wn ace int 

estimating, productier nd metallurgical 15 Ex< ‘ gency ot Add Rox & rH n x w J 

years successful record a indry executive with FOUNDRY. Clevelar ; ae 


A ddre Box 786, THE a a 2 - 


two large compani 
FOUNDRY, Cleveland 
_ ‘ 
For Sale 
POSITION WANTED AS BRASS FOUNDRY- : ; 
é | I 
G et ARC WELDER BARGAIN 


‘ } \ ‘ Box 81 
rHE FOUNDRY, ¢ save : Inter tor i ( 
patter File ! drive I ran ' er rr tm 
l | I We I RO } ‘ 
l () 
.) 


GRAY IRON FOUNDRY SUPERINTENDENT 


x 
['wenty-f ca FOR SALE 

experier every < art ‘ nay Fif- P 
. R . or . N re eter Simpsor Intensive . 
aes PP cage Poet pier Sand M exceller ndition. Ad 
Ma : . oi eo . Mar- dres B 64 THE FOUNDRY Cleve ‘ 
ried A ore forty-three Rest eference Ad ae ( 
dre RB g9 THE FOUNDRY, Clevelar - ‘ / 

ee RARE BOOKS! | Sow & . ll 

The esta ‘ ate Charl V e nter- ( l 
GRAY IRON AND SEMI-STEEL SUPERIN- | nationally known Metallurgical Chemist and 
TENDENT OR FOREMAN OPEN FOR EN- indry Ad r Ter t entire ibrary of | 
rare techr i ‘ me erir wide rang or 1 ( 

GAGEMENT. BROAD EXPERIENCE. SMALI eel nee gaps tote bee This li- | - mo 
AD MEDIUM HEAVY CASTINGS. CAPA- | traces may be purchesed complete oc tr kk . 
BLE IN RIGGING AND PATTERN EQUIP- | vidual! velame Complet ie 
MENT FOR MAXIMUM PRODUCTION. aG- | 44¢r HE FOUNDRY, Clevelar K 
GRESSIVE LEADERSHIP. MIX BY ANALY- f 
SIS. ADDRESS BOX 452, THE FOUNDRY, “ : ( 
CLEVELAND | Foundries For Sale ; 


BRASS—BRONZE—ALUMINUM FOR SALI 





Foreman thorough experience a nonferrous seray For oss , ngs: “=e 6 
“ve os : : bing and pr r Modern fully equippec n } ‘ Ch 
castings, light and heavy, jobbing or prod Srennbian 2 
‘ ake 2h ~_ vy ’ »] sor raking Prhead cra y . 
Can take charge mixing, meltir coremaking pacity 150 from Chicag 4 bargair SCULLY-JONES & COMPANY 
and molding. Address Box 818, THE FOUND- Princinais enly. Addr R , THE FOUND . 
RY, Cleveland RY. Cleveland 1 i 


THe FounprRy December, 1933 





FOr 


POLE fo POLE 


from Aluminum to Stee/ 


A TRULY UNIVERSAL 
CORE OIL 


Cores made with Quandt Core Oil will con 
act and collapse with equal tacility at the highest 
2mperatures at which metals are cast, as exhibited 
the pouring of steel and its alloys as well as the 
west temperatures involved in the asting of alumi 

ium, and even babbitt. Regardless of the proportion 
+ metal to the core. or the ca: ting temperature 
1+ Core Oil « ores resist the stresses aft all metals 

31] ys cast without developing strains or cracks in 

the casting. Quandt Core Oil cores collapse and shake 
it easily from involved and intricate aluminum cast 
ngs: a tact that is particularly striking where the metal 


ect nis 


ight in proportion to the core The sav 
1q in labor and cleaning costs alone is tremendous 
The increase in the production of sound castings 


remarkable 


We invite you to prove the superiority of 


QUANDT CORE OIL 


for yourself! 


It combines many unique qualities in a tormula 
that is entirely new to the foundry industry. Designed 
ynd manufactured for one especial purpose, the pro 
duction of sound castings of the finest appearance, 

liversal in its application, Quandt Core Oil possesses 
nany marked and exclusive advantages over linseed 
and its substitutes. May we send you complete and 


Jetailed factual data? 


THE PURCHASE OF QUANDT CORE 
OlL 1S AN INVESTMENT IN RESULTS! 


QUANDT CHEMICAL CO. 


Head Offices: 374 Guerrero Street ¢ San Francisco, California 


PATENT NOTICE This pre 
Onl, as che result of much *scenwhc 
U S$ Parent has been applied tor 

ment will be vigorously prosecuted upon issuance 


W hutehead ‘Brothers Company ot New Y ork, Providence, Buffalo, Oxi /mirne tgenss t 
Quandt Core Oil for thes North Atlantic Seaboard trom Maine Virginia 


TR Hill & Griffith (o., Cincannat, Odio, for West Virginia and All Southern Stares East 
of the Mississipp: 


Hoffman Foundry Supply (@., Cleveland, Ohio, tor Northern, Obu 


Snow & Galgians, San Francisco & Portland, tor Pacihc Northwest & Northern Calitorn 


Ovher Terrmones Consdered « § age at Bush Terminal Company Nee Y k 
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